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PREFACE
In treating of carpet manufacture, which involves the

employment of looms and other machinery of a com-

plicated nature, I was confronted with the problem,

how far it was necessary or desirable to explain and

illustrate mechanical devices. Upon consideration, it

seemed advisable, having regard to the scope of the

book, to avoid as far as possible both descriptions and

diagrams of a mechanical nature. A certain standard

of mechanical intelligence is assumed in the reader;

but this work, like the rest of the series, is intended for

the layman ; and it is impossible to describe and explain

detailed mechanical movements except at considerable

length and with the aid of elaborate diagrams. Those

who wish to study the technique of the subject in detail

are referred to Mr. Fred Bradbury's book, Carpet

Manufacture (F. King & Sons, Ltd., Halifax, 1904),

which, though it has not been brought up to elate, is

a classic for the trade, as all experts are aware. I am
indebted to him for the use of several blocks.

I have also to acknowledge the courtesy of the

Gresham Publishing Co., Ltd., of Chandos Street,

Covent Garden, for permission to use a number of

blocks from their Textile Industries, which contains

some admirable chapters on Carpet Manufacture.

My thanks are further due to The Times for permission

to utilise some contributions I made to their " Textile

Supplement/' published in 1913 ; while I have received

information and helpful criticism from Messrs. Wood-
ward, Grosvenor & Co., Ltd., Messrs. T. & A. Naylor,
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Ltd., The Victoria Carpet Co., not to mention colleagues

and foremen of my own Company, Brintons Limited.

For the historical chapter I am indebted to Mr.

A. C. Parry, and for particulars of Carpet Trades

Unions to Mr. E. Stradling, Mr. Ellis Crowther, and
Mr. T. Lindsay.

I am conscious of the possibility of errors and omis-

sions, and I should be grateful for any intimation of

such, with the view of making the necessary corrections,

if a further edition should be required.

R. S. BRINTON.
Croft House,

Kidderminster,

1919.
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CARPETS

CHAPTER I

HISTORY

Before the mechanical processes involved in the
manufacture of carpets to-day are described, a short
sketch of the history of the fabric and the story of its

introduction into this country may be of interest.

The origin of the weaver's loom, like that of the potter's

wheel, dates back to the prehistoric times. A loom
with its workers is shown in an ancient Egyptian fresco,

the date of which is reckoned by antiquarians to be
about 3,000 years before the Christian Era. In the
grottoes of Benihassan, both spinners and weavers are
shown, the weavers working on cloths both plain and
of a checked pattern; and both perpendicular and hori-

zontal looms are represented. There were, however,
other civilisations beside the Egyptian; and the origin
of the carpet must be sought sail further to the East,
in places where, in spite of the ebb and flow of conquests,
it is still made at the present day.
Mention is frequently found in ancient records of

history of rich hangings, coverings, fine cloths and
tapestries, generally the booty of some conqueror;
but it is difficult to tell whether some fabric used
exclusively as the carpet of to-day is used is included
in these lists. The ancient equivalent of the modern
carpet or rug was known to the Babylonians, who
were, according to Pliny, skilful weavers; and its manu-
facture was carried on at an early date among the

1
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Assyrians and Persians, in China and India, and among
the Arabs.

The original purpose of the carpet in the East was
probably the same in the beginning as it is there, now,

at the present day. It was used to give colour to the

temple, as a hanging for the tents, a trapping for the

saddle, a sitting place for the guest, for a covering of

the ground on which to sleep or pray; and its manu-
facture in any district implied a certain degree of

civilisation and luxury.

The use of a woven floor-covering seems to be

indicated in passages in Homer; and the well-known

authority, Sir George Birdwood, cites an account of

a banquet given at Alexandria in the third century

before the Christian Era by Ptolemy Philadelphus, at

which Persian rugs were spread in the King's tent.

Persian carpets were highly valued, and were exported

to Greece, and at a later date to Rome. Themistocles,

according to Plutarch, " likened a man's discourse to

a rich Persian carpet, the beautiful figures and patterns

of which can be shown only by spreading and extending

it out; when it is contracted and folded up, they are

obscured and lost."

The conquests of Alexander the Great, which extended

as far as India, seem to have made the use of the

products of the Eastern looms familiar among the

Greeks. At a later date the conquests made by the

Roman Consuls spread the arts of the East still further

into Europe. At a later period still the taking of

Constantinople by the Turks drove many skilful artificers

to take up their residence in Italy at Venice, Genoa,

and Florence, and at some towns in France ; and from

these centres carpets were still further distributed over

Europe.

The Crusades brought England into touch with the
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East ; and specimens of carpet were probably introduced

by returning knights and their followers; but it is through

Spain, a country which acquired the art from the Moors,

that they are first known to have come, Queen Eleanor

of Castille and her suite introducing them into this

country on her marriage to Edward I. Illustrations of

carpets are shown in pictures of the time of Henry VIII;

and in the time of Elizabeth they were probably in

more general use in England than most writers on the

subject are accustomed to allow ; for direct communica-
tion with the East had been opened up by the fearless

and enterprising traders and adventurers of those times.

In Hakluyt's Voyages there are the following instructions

to a trader about to journey to Persia—
" In Persia you shall finde carpets of course thrummed

wooll, the best of the world, and excellently coloured;

those cities and townes you most repaire to, and you
must use meanes to learne all the order of the dying of

those thrummes, which are so died as neither raine,

wine, nor yet vinegar can staine; and if you may attaine

to that cunning you shall not need to feare dying of

clothe. For if the colour holde in yarne and thrumme,
it will holde much better in cloth. Learne you there

to fixe and make sure the colour to be given by logge

wood ; so shall we not need to buy wood so deare to

the enriching of our enemies. Enquire the price of

leckar, and all other things belonging to dying. If

before you returne you could procure a single good
workeman in the arte of Turkish carpet making you
should bringe the arte into this Realme, and also

thereby increase worke to your company."
Hakluyt's praise of the Persian carpets was not'

undeserved, for their manufacture in his time had
reached a period of excellence as regards design and
workmanship which it has been from time to time the
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aim of modern manufacturers to reproduce, as far as

the conditions and requirements of the present day
permit. Many of the best specimens in the museums
and collections of New York, London, Vienna, and
Paris are attributed to the fifteenth and sixteenth

centuries. When Hakluyt wrote there was in existence

a carpet at the Mosque of Ardebil, in North-West

Persia, which is now h. the Victoria and Albert Museum.
The date of this carpet is 1540, and experts agree chat

it belongs to the best period of Persian carpet weaving.

There is, unfortunately, no record whether the efforts

of Hakluyt and the merchant adventurers of his time

to obtain weavers from Turkey or Persia were successful.

Carpets do not find a place among the goods to be

especially sought after by their agents. As far back

as the reign of Henry VHP we read of Cardinal Wolsey
obtaining carpets through the Venetian Ambassador;

and in that reign Richard Sheldon lent his house to a

weaver named Richard Hicks, who produced among
other fabrics woven maps of Worcestershire and
Oxfordshire, specimens of which are still in existence.

In France, Henry IV gave assistance for the manu-
facture of carpets, and in 1604 there was a strong guild

of carpet weavers ; but it was not until the reign of

Louis XIV that the manufacture was revived at

Aubusson and established at Beauvais. The industry

had the direct patronage of the French King, and some
celebrated fabrics were made. The Revocation, in

1685, of the Edict of Nantes, which for a time had

given protection to the Protestants of France, drove a

large number of French and Walloon artisans into

England and Germany; and the spinning and weaving

were among the many industries in this country to be

benefited by this influx of skilful workers.

In 1701 the carpet weavers of Wilton and Axminster
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received a charter; but even at an earlier date the

manufacture of carpets had been carried on at these

places. Both these towns have given their names to

distinct fabrics that are now made in many places

and countries. Carpet manufacture is no longer carried

on at Axminster, where it flourished for about a century;

and other places, like Fulham, Moorfields, Exeter, and
Frome, where early attempts were made to establish

the industry, have long ceased to have any connection

with carpet making.

About the year 1740, the Earl of Pembroke brought

over weavers from France and introduced into Wilton

the making of loop-pile or Brussels carpeting. This

was followed in due course by the development of the

cut-pile fabric which took its name from the place.

About the year 1736 the weaving of carpets seems to

have been established at Kidderminster, a town which

had been connected with the weaving of broadcloth

and " flowered stuff " from as far back as the reign of

Henry VIII. When the art was first introduced, what
is now called Scotch or Kidderminster carpet was made
on the old hand-loom; the process of weaving was slow

and laborious, and required a man and a boy to each

loom. In 1745, Mr. Broom started the manufacture of

W'ilton and Brussels carpets in the town, bringing over

weavers from Tournai. In 1772 the number of carpet

looms in the town was 250, and the trade extended to

other places in the North of England and Scotland.

In 1830 there were nearly 1,100 looms in Kidderminster,

and a considerable home and foreign trade had been
established. A Parliamentary Paper of tha. date gave
the consumption of wool in the weaving of carpets as

one twenty-eighth of the whole quantity of wool

produced in the Kingdom.
In 1757, Mr. Thomas Moore started the manufacture
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of carpets in London, and obtained a premium from

the Society of Arts for the best imitation of Turkey
carpets.

As far back as 1778 there was a trade to some extent

at Kilmarnock. The original fabric was the two-ply

Scotch or Kidderminster carpet. In 1824, an engineer

of Kilmarnock introduced the three-ply Scotch carpet,

a fabric of three layers of different colours, each of

which is brought to the surface according to design;

while about the same time Brussels and Velvet pile

were also introduced into Scotland. In 1831, the

Trustees for Manufactures in Scotland awarded the

prize for four Turkey carpets, the first of that type

made in Scotland.

In the last quarter of the eighteenth century the

inventions of Arkwright had been applied to the woollen

and worsted industries. Boulton and Watts had put

their steam engine on a practical footing, while Cart-

wright had made a power-loom for the weaving of

calico, and had also patented a wool-combing machine.

In France, Jacquard was perfecting a device which,

when adapted to the carpet loom, was to play an

important part in the development of the industry.

From the beginning of the nineteenth century,

progress, in spite of occasional checks due to general

economic conditions, was well maintained; and by the

year 1825 the Jacquard mechanism was beginning to

replace, both in England and Scotland, the old and

complicated harness of the hand-loom. A great increase

of trade followed its adoption.

Two other important inventions, which had a great

influence in extending the scope of the trade, were

developed in the thirties of the last century. The one

was the development of the tapestry process of printing

and weaving carpets by Mr. Whytock, of Edinburgh
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and Glasgow. This process enabled a greater range

of colours to be used than was previously possible, and

also allowed a cheaper fabric to be produced. After

initial opposition, the process was developed in Scotland;

and finally, about the year 1842, Halifax became the

centre of the Tapestry weaving. Firms in other towns

were licensed, and the process was so widely taken up
that in 1850 there were 1,299 Tapestry hand-looms at

work in England and Scotland, as against 2,500 hand
Brussels looms. The other notable invention was that

of Mr. James Templeton, of Glasgow, who in 1839

patented a novel device for the manufacture of patent

Axminster carpets by a two-fold process. This also

admitted of a large range of shades. The invention

has since been considerably developed, and has con-

tributed largely to the extension of the carpet industry.

From small beginnings, early in the nineteenth century

the manufacture of carpets had grown in the course of

50 years to an important industry in the United States,

and was well established in Philadelphia and other

centres. Both in England and America the most able

inventors had turned their attention to the problem of

weaving by powei . Mr. Collier, who had been successful

in weaving linen by power, produced, in conjunction with

Messrs. Crossley, of Halifax, a loom for the weaving of

Tapestry and Brussels. The problem had, however,

been solved by Mr. E. P. Bigelow, in America, and the

Bigelow patent was acquired by Messrs. Crossley. The
introduction of the power-loom created a great change
in the industry. The transition period from hand-
weaving to power-weaving was a period of anxiety to

manufacturers and of privation to the old hand-loom
weavers; but the situation was everywhere faced, and
from the first introduction of power-loom weaving ever-

increasing quantities of carpets have been woven, both
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for home consumption and for export. In the seventies

of the last century another step forward was the remark-

able invention of the Moquette or Royal Axminster

loom by Alexander Smith & Sons, of Yonkers, N.Y.

This loom was introduced to England by Messrs.

Tomkinson & Adam, of Kidderminster; and the invention

has caused a still further extension of the carpet trade

both at home and abroad.



CHAPTER II

MATERIALS

Carpet manufacture is a complicated matter, and
involves the use both of various ingenious machines and
of a diversity of materials, such as wool, cotton, jute,

twine, oil, paper, wire, colours, size, etc. We need only

concern ourselves, however, with the more important

of these materials, which are yarns made of wool, in the

form of worsted or woollen, which are almost invariably

used for the surface of a carpet; and yarns made of other

fibres, which are used for warp and weft.

The wool used for carpet yarns is different from that

required for either cloth or hosiery. It need not be so

fine and soft, but it should be strong, and in the case

of worsted yarn, of fairly long staple, while natural

lustre adds to the value.

A recent estimate of the sources of wool consumed by
the carpet trade allotted 9 per cent, to the British Empire,

as much as 40 per cent, to Russia, and the remainder to

other countries. Strong British wools, and the coarser

stapled fibres from Australia and New Zealand, form
the bulk of the first category, while Egyptian and East

Indian wools, which are in especial demand for woollen

yarns, are responsible for a large proportion of the last.

Of other materials that can be and are used for the

surface of carpets, mention should first be made of silk.

Hand-tufted carpets are sometimes made of silk both

in Asia and in Europe, and beautiful effects are obtained;

but the cost on the one hand, and the nature of the

yarn on the other militate against its being a very

suitable material for a floor covering. Carpets made

9
2—(1461b)
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with a silk pile possess a wonderful sheen, especially if

hand-woven, so that the tufts lie over at a considerable

angle; but the pile possesses no resilience and suffers

more from soiling in wear than a wool-pile carpet of a

corresponding quality.

Mohair is used occasionally for hand-tufted carpets

with excellent effect, and it is often employed to great

advantage in self-coloured hearth rugs, for which there

is a regular demand. The extreme stiffness of the fibre

and its disinclination to felt, however, cause the yarn

to be a rather intractable material for carpet manu-
facture. It possesses, moreover, the special character-

istic of considerable density. In other wTords, it is

heavy for its volume, so that a yarn of a given thickness

will weigh much more than a similar yarn of another

fibre, with the result that all mohair fabrics are expensive

compared with those made of wool or other yarns.

Jute is employed for the surface as well as for the rest

of the carpet at Dundee; and horse-hair Brussels carpets

are made, which are extremely durable, but somewhat
harsh, and not very decorative. Yarn spun from cow-

hair is utilised sometimes for the surface of carpets of

the Brussels or Dutch type, but perhaps more often for

filling warps; while cotton has been tried for the former

purpose also, but without very satisfactory results,

owing to the lack of resilience in its fibre.

If to the cobbler there is nothing like leather, so to

the carpet manufacturer there is nothing like wool.

Yarn made of wool seems to be the ideal material for

the surface of a carpet. Wool is capable of being spun

easily into yarn of any required count or thickness; and

such yarn can be dyed to any shade, and woven into

any fabric. When woven, it will retain its appearance

and stand reasonably hard wear better than most

similar textile materials. Its liability to the attacks
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of moths may be urged; but, after all, carpets are made
as much for use as for ornament, and it is well known
that the clothes moth only works when he is undisturbed.

Of subsidiary yarns, perhaps cotton is the most
important. This is used for a large proportion of the

chain warps of all kinds of carpeting. It is also occa-

sionally used for weft, and in its lowest qualities for

stuffers.

Flax yarn, more generally known in the trade as linen,

is used in considerable quantities, especially as chains

for Axminster, and as weft for Wilton and Brussels

carpets. Its combined strength and pliancy, coupled

with a certain degree of stiffness, make it a most useful

fibre. Jute and hemp, having regard to the total pro-

duction of all kinds of carpet, are probably used in

greater quantities than any other yarn. Jute is cheap

and strong, and is invaluable as a filling to give weight

and handle to a fabric. It has the disadvantage of

being liable to decay if it becomes wet, and in this state,

if used in too large a proportion, of causing the

disintegration of a carpet.
* Of other materials that are sometimes used for ihe

backing of carpets, mention must be made of ramie,

which has been tried as a substitute for linen yarn,

which it resembles a good deal in character, being

strong and pliant, but inelastic. The cost, however,

has proved to be prohibitive. Various mixtures of jute

and. wool, or of cotton and wool, have been tried, and
have their values as combining weight with resilience.

Paper yarn, though seldom as a matter of fact under

its own name, has been tried as a substitute for linen,

cotton, and jute, as weft, chain, and stuffer. It can

be spun or twisted into a presentable yarn in a variety

. of counts ; and a yarn that will weave and weave well.

During the war, owing to their shortage of other fibres,
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the Germans used considerable quantities of paper yarn

for weaving cloths, webbing, harness, equipment, and
even carpets, which no doubt served their purposes

tolerably well. It was, however, a development pur-

sued rather from necessity than from choice. They
had plenty of wood, which we have not; and they

lacked the wool, cotton, and jute. Paper yarn cannot

seriously compete in price with jute, nor in value with

cotton, for use in carpets. It is, moreover, particularly

liable to deterioration from dampness.



CHAPTER III

DYEING

All worsted and woollen yarns used for the surface of

carpets, with the exception of those whereon the colours

are printed, as in Tapestry carpets, are dyed; and fast

and accurate dyeing is of cardinal importance in carpet

manufacture.

Practically all worsted yarns, and some woollen yarns,

however, are supplied to carpet manufacturers by the

spinners in oil or in grease; that is to say, still impreg-

nated with the oil which has been put into them in the

process of spinning. The freeing of the yarn from this

oil by washing is a necessary preliminary to dyeing,

inasmuch as the presence of oil would prevent the dye

liquor permeating the wool fibres.

Scouring is effected by soap and hot water, generally

by machines of one type or another. The yarn in

skeins is sometimes thrown upon swifts, which revolve

over a vat of suds. The skeins are carried through

the liquor and well rinsed by the rotation of the swifts.

Another method employed is to pass the skeins, tied

together in a long chain, through vats in which they are

steeped in the suds, and through rollers which squeeze

them more or less dry. Or the skeins may travel

along a series of aprons, underneath a shower, between
rollers, or through bowls of suds. The precise method
adopted is not of great importance provided that the

scouring solution has full opportunity to operate upon
the wool fibres, so that the yarn is delivered ultimately

free of oil and of soap. For this reason, a final bath of

pure water is desirable.

13
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The solvents principally used are ammonia, alkali,

and an alkaline soap of some kind. Cotton-seed oil soap

is generally regarded as one of the most suitable.

The scoured yarn is now ready for dyeing, and
passes, without being fully dried, to the sticks or frames

of the hand-vat or dyeing machine.

The three main considerations to be kept in view in

the dyeing of worsted and woollen yarns for carpets

are levelness of colour, accuracy of matching, and fast-

ness of colour to light. The second and third are

matters which concern the skill of the head dyer and
the quality of the dyestuffs which he employs; the

first depends upon the handling of the yarn by the

operative in the hand vat or dyeing machine; and the

essential factor, apart from the proper temperature of

the dye-liquor, is motion.

Dyeing by hand, although superseded almost entirely

by machine-dyeing, is still employed in some cases,

particularly where only small quantities are required.

The dye-vat is of wood, and should be a well-made piece

of joinery to withstand the wear and tear incidental to

its use. Round the bottom on the inside is fitted a tube

of copper or some acid-resisting metal, perforated with

small holes, through which steam is passed to heat up
the water. The head dyer weighs out the dyestuffs

estimated to produce a shade a fraction below the

required shade, so as to admit of final adjustment after

testing. This, of course, applies equally to hand or

machine-dyeing. For hand vats, the skeins of scoured

yarn are hung on a set of poles, which, when filled, are

placed on brackets above the vat. When the dyestuff

has been put in, and the water brought to the required

temperature, a pair of workmen, each holding one end

of the poles, standing on each side, sets them on the edge

of the vat and lets the free ends of the skeins sink
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down into the liquor. When all the poles are in place,

the operators start on the pole at one end, and, raising

each skein in turn, draw it over a few inches, so that the

part which has hitherto remained outside the liquor is

now immersed. When the skeins on one stick are

finished, that stick is pushed a little way along and the

next is treated similarly. When the whole set is done,

the operation is repeated. The essence of the treatment

is to keep the yarn moving. If the skeins were allowed

to remain in the same place, even after the first moving,

there would be stick marks " at the point where the

skein rested on the pole, because the liquor would not

have had as much access to this place as to the rest of

the skeins.

After an hour or so, or when sufficient time has been

allowed for the dyestuffs to permeate the yarn fibres,

the poles are lifted on to the brackets, and a skein is

taken out and submitted to the head dyer for matching.

The head dyer will compare it with his standard, and,

in the case of dyeing to match a cut-pile or tufted

fabric such as Wilton or Axminster, he will probably

make a tuft from a thread of the sample skein, so as

to compare the shade of the cut ends as well as of the

outside of the thread. He will then make the necessary

corrections or additions to the dye-bath if the exact

shade has not been reached, and the operation will be

continued until he is satisfied. The poles are then

finally lifted, removed from above the vat to a horse
;

the yarn is then stripped from the poles and passed to

the hydro-extractor prior to going on to the stove or

drying machine.

The object of dyeing machines, of course, is to effect

the same treatment of the yarn as is done by hand as

just described, but in a more expeditious way. A machine

can, in fact, do nearly twice as much as a man, and in
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a more regular manner. That is to say, one man can

mind a machine of the same capacity as a hand vat

which requires two men; but it is desirable, if not,

indeed, necessary, that he should have assistance in

loading and unloading.

Given the necessity for keeping the yarn in motion

while immersed in the dye liquor, the problem of the

designer of dye machines has been to find the most
simple and effective way of doing this, keeping in view

the need for convenience in preparing the yarn for

the bath, dropping it in, and removing it.

Dyeing machines are of two main types : those which

move the yarn through the liquor, and those which

move the liquor .through the yarn. Each type has in

common a frame of some kind to carry the dye-sticks

on which the yarn is hung; and practically every type

of frame is provided with sticks to support the skeins

at one or both ends. Of the former and earlier type the

movement of the frame carrying the yarn in the liquor

may be effected in various ways. The frame in one

machine is revolved in the vat upon a circular axis;

in another the revolution is combined with a rocking

motion; in a third a vertical movement is obtained by
means of a hydraulic pump fitted with an automatic

reversing mechanism. In each case the problem of

moving the yarn in the liquor is complicated by the

minor problems of moving the yarn on the sticks so

as to avoid stick marks, and of raising and lowering the

frame, or of stripping it in position, if irremovable.

The former is solved by some worm or ratchet contri-

vance for automatically turning the dye-sticks, and the

latter by cranes or tackle, or, as in one of the makes
just mentioned, by a hydraulic pump.

All the machines of this main type have their advan-

tages and disadvantages, as they have their supporters
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and critics; but there can be little doubt that the balance

of opinion among carpet yarn dyers is growing pre-

ponderatingly towards the second type of machine;

that in which the liquor is moved through the yarn.

In this type, the frame carrying the yarn is dropped

into the vat, which is then covered with a lid. The
liquor is then caused to circulate in a strong stream

throughout the vat by propellers fixed at the head.

The motion of the propellers can be reversed if desired.

If both top and bottom sticks are used in the frame,

they are placed at a less distance apart than the length

of the skein, so that, the skein being completely

immersed, the yarn is carried free of the stick by the

flow of the liquor, access is given to all the wool fibres,

and the danger of stick marks is avoided. The chief

merit of this machine, however, is the considerable

economy that is effected in steam consumption by the

reduced size of the vat, as well as by the lid. The vat

need only be made just large enough to contain the

skeins dropped into it, whereas in the other type of

machine it must be made large enough to allow for the

skeins to be moved about in it. There is, therefore,

less water to be heated for a given weight of yarn. The
lid avoids loss of heat by radiation, which is inevitable

with the open top types.

The chemistry and the science of dyeing worsted and
woollen yarns is a subject that can only be dealt with

adequately at considerable length. Here a brief

reference must suffice.

Wool fibre is a substance similar in nature to horn,

with a scaly surface. It is hygroscopic, being capable

of taking up a large amount of water compared to its

own bulk, and when moistened and heated it tends to

soften and swell. These characteristics make wool very

susceptible of being dyed. It is said to have an affinity
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for certain colouring matters, but this phrase serves to

cover a want of agreement among chemists, as to

whether dyeing is actually of a chemical or a mechanical

nature. It is probably both. In any case, wool is

easy to dye compared with silk, cotton, or other fibres.

Natural dyestuffs, such as logwood, madder, fustic,

cochineal, and indigo, are practically obsolete so far

as dyeing for carpet yarns is concerned; and the modern
dyer has a large range of aniline and alizarine colours

to choose from. As is pretty generally known, the

production of dyestuff from coal tar was originally a

British invention, but its development passed into the

hands of the Germans, upon whom, before the war,

the dye consumers of the carpet trade, as of other trades,

were very largely dependent. Necessity and enterprise

have remedied this deplorable state of affairs, which

need never recur. The coal tar dyes now being produced

by British dye manufacturers are trustworthy and
satisfactory, and they should improve both in quality

and quantity as time goes on.

For the purposes of the carpet yarn dyer, at any rate,

the anilines and alizarines now obtainable are infinitely

preferable to any natural or vegetable dyes, being

easier to use, more reliable, and faster to light.

The ordinary method of preparing the dye-bath into

which the worsted or woollen yarn is to be dipped in the

manner that has been described, is as follows. The
water, in which from 2 to 4 per cent, of sulphuric acid

and from 5 to 10 per cent, of Glauber's Salts is mixed, is

brought up to about 170° F.; the dyestuff is added,

about 1 to 5 per cent., according to the depth of shade

required. The percentages are reckoned upon the weight

of the yarn to be dyed. The yarn is then entered, and

the water is brought to the boil, and kept lightly boiling

as long as required to obtain the shade. There are
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some delicate shades, however, and some sensitive dye-

stuffs, for which the yarn requires to be entered cool,

and the water to be brought slowly to the .boil.

The dyed yarn passes from the vat to the hydro-

extractor, a large copper pan with perforated sides,

which, revolving at a great speed, causes the wet skeins

by centrifugal force to press against the circumference

and squeeze out a large proportion of the water they

contain. The skeins are then taken out, bundled

roughly together, and are ready for conveying to the

drying room or drying machine.

Drying the yarn can be effected simply by hanging

the skeins on poles in a room through which strong

currents of air are forced by revolving fans. This

method, however, depends too much upon the weather,

even if the air is caused to pass over steam-heated coils

on entering the room. A better alternative is to expose

the yarn hung on poles in a heated chamber. The
most certain and satisfactory method, however, is a

drying machine of some type, which enables the skeins

to be fed into it at one end, to pass through a current of

heated air, and to be delivered dry at the other. The
factors in this case, the heat of the steam coils and the

speed of the machine, are known and can be controlled;

so that the dyer can rely upon getting a certain quantity

of yarn satisfactorily dried in a certain time. In the

ordinary type of machine, the skeins are carried hori-

zontally between two wire aprons; but alternatively

they can be carried vertically upon hooks or poles.

The yarn, coloured and dried, is now ready to go to

the yarn store, or direct to the winding-room.
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HAND-MADE CARPETS

The characteristic feature of a carpet, as distinguished

from other floor coverings, is the combination of a

surface composed almost always of wool with a woven
foundation, which may be of various materials.

The main classification of carpets is between those

which are made by hand and those which are made by
machine; and of both these classes there are many
sub-divisions.

Hand-made carpets are the oldest type of the fabric,

and, coming from the East, are the historical parents

of all modern carpets. This kind of carpet is made
to-day in the United Kingdom, on the Continent, and

in the East in almost exactly the same manner in which

it has been made by the Orientals for several hundred

years. The principle is extremely simple. The warp

threads, or chain, are wound on two horizontal beams,

between which they are stretched vertically. The
beams are carried by upright posts on which they can

revolve, the space between the posts determining the

width of the rug or carpet. The weavers sit side by
side in front, the carpet as it is woven being gradually

wound on to the lower beam, and the warp corre-

spondingly unwound from the upper beam. The yarn

for the pile is cut up into tufts about 2 in. in length, and

is knotted round two warp threads, tuft by tuft, accord-

ing to the paper design, which is attached in front of

the weaver. As each row, or part of a row is finished,

two weft threads are put in, one in the shed formed

between the front and back halves of the chain, and a

20
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second in an alternate shed, which is formed by the

weaver pulling forward the back half of the chain

temporarily in front of the front half. The second weft

is put in straight, the first one loose, zig-zag, or vandyked,

so as to fill up the back of the carpet, and to avoid the

tendency towards lateral contraction. The weft is

beaten down into its place by a heavy fork or beater.

This interlocking of warp and welt with the tuft forms

the weave of the carpet, and has been imitated more
or less in all mechanically woven carpet fabrics.

There are two different kinds of knot employed^ the

Ghiordes or Turkish, and the Senne or

Persian. In carpets made with the former,

the tuft of yarn is knotted round a pair

of warp threads in such a manner that the

two ends of yarn come between the two
warp threads round which the tuft is

looped, and consequently two pile ends Fig. 1

alternate with every two warp threads. Turkish
In Persian carpets the tuft is knotted knot
in such a way that one end of the tuft

obtrudes between each warp thread. This method
of weaving renders possible a closer texture than

the Turkish knot; while carpets of suitable design

and finer pitch are often woven with a running

thread looped round the finger of the weaver, and then

cut, instead of by individual tufts. This latter system

gives more waste but quicker weaving. With both

Turkish and Persian knots the tuft ends do not stand

up at right angles to the plane of the fabric, but lie over

obliquely towards the starting end of the carpet. This

natural slant of the pile, which results in presenting

to the eye and the foot of the user of the carpet partly

the ends and partly the sides of tufts, is a very charac-

teristic feature of hand-made carpets, and one which
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cannot be completely imitated by any class of

machine-made fabrics.

Another kind of hand weaving is the tapestry method,

wherein the weft colours, wound upon wooden needles,

are threaded round and between the warp ends, leaving

a flat or slightly ribbed surface, not unlike that of an

ingrain carpet. The absence of a tufted pile does not

make this a luxurious carpet; but it enables a fine pitch

to be employed, and the richest and most delicate

effects of design and colour to be obtained. Carpets of

this type have long been made at Les Gobelins, Paris,

Aubusson, and Beauvais, in France, and Tournai, in

Belgium. The work is slow and highly skilled, and
the product is naturally very expensive.

There is no better kind of carpet than the carpet

made by hand; though this is far from implying that all

hand-tufted carpets are superior to all machine-made

ones. But there is no method of combining the pile

with the foundation so good as the knot; and it cannot

be completely imitated by the cleverest power-loom

invented. The hand-tufted carpet possesses an indi-

viduality, even in its faults, which no product of a

machine can attain, and which, after all, is an attribute

to a work of art. More of the soul of the worker has

passed into it than the clashing metal of a power loom
will permit to filter into its product.

Hand-made carpets have a further advantage in

their adaptability to requirements. A single carpet,

for instance, can be made to any specified shape,

size, design, colour, and quality. It is possible to

produce in one piece carpets of oval, circular, or

L-shaped form, or to conform to irregular curves and

angles.

Qualities are numerous, but may be said to vary

mainly between about 9 and 400 tufts to the square



HAND-MADE CARPETS 23

inch. The average European hand-made carpet will

not run to more than from 16 to 30.

As regards materials, the tuft yarn will vary from a

heavy woollen for coarse pitches to a fine worsted for

the closer, while silk is occasionally employed, producing

a carpet of greater lustre, but less resiliency.

The Eastern weavers are fond of using woollen of

suitable counts for both warp and weft, though a cotton

warp is quite common. Flax or linen, however, is more
commonly employed by the European maker; and the

combination of strength and softness in this material

seem to make it almost ideal for the purpose.

European hand-tufted carpets may be considered as

upon a different footing from Asiatic. Indeed, the

carpet dealer would hardly regard the two—at any rate

in pre-war days, would hardly have regarded them

—

as mutually competitive. The main localities for this

branch of the industry are Maffersdorf, in Austria,

Holland, Donegal, Carlisle, and Wilton. But, although

in each of these places carpets of characteristic Eastern

design and colouring are produced, their staple trade

has always lain rather along the lines of specialities.

They have catered rather for architects, decorators,

individuals, or public bodies, who were inspired by
some particular idea, and who could afford to pay for

it, than for the ordinary consumer. To make standard

carpets for stock, unless it were some crimson Yapraks,

would be quite exceptional. The reason for this, and
the relation of European and Asiatic hand-made carpets

will be alluded to later.

At any rate the fact remains, that the European
hand-tufted carpet trade, though it has been responsible

for some superb productions in a variety of styles

—

and in this connection due credit must be given to the

enemy maker alluded to—yet it never attained a
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position ol importance adequate to its undoubted
merits.

It is quite impossible to deal effectively in a limited

space with so large a subject as that of Oriental carpets

and rugs. Books have been written on the historical

and artistic aspects alone. Some brief notes must
suffice. It is interesting to recall that the inhabitants

of Persia and Asia Minor, wTho were the earliest makers

of carpets, were nomads. They wove their tents,

decorated with tribal signs and symbols, and they

wove the curtains or kelims for greater comfort and
ornament. Rugs and carpets followed in natural

sequence. The primary object of these was to cover

the raised bank of earth at the end of the tent on

which the chief sat. Other rugs and mats were placed

round the tent for the use of the family or of visitors.

Besides these, there were the prayer rugs for their

special purpose, which were carefully stored when not

required for use.

When the dwelling-place developed from a tent to

a house, a raised seat of honour covered by a rug took

the place of the bank of earth; and divans on each side

of the room, for which long rugs or runners were required,

accommodated the family and callers.

Weaving was, and still is, largely a family affair, in

the East. The women and girls sit in front of the

loom and work under the supervision of the matriarch.

Obviously the degrees of skill employed will vary; and

this leads to some of the irregularities in Eastern carpets,

which, however, are regarded rather as beauties than

as blemishes by the Western buyer.

It is not to be implied, however, that all Oriental

carpets are still tfle product of family or tribal industry.

Western methods have penetrated even into the
" unchanging East "

: organisation of the industry
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has been set up; and carpet dealers and importers'

syndicates in New York, London, and Paris have their

agents in the East, and even control their own factories,

to which they send their orders. This may be thought

to detract from the romance of the Oriental carpet,

but it does not appear to have affected adversely the

progress of the industry or the merit of its products;

and there is no reason why it should, so long as the

Western buyers are men of taste and experience, and
do not seek to impose uncongenial ideas upon the

Eastern worker, which might tend to the destruction

of individuality and local feeling.

It is a common fallacy, that the yarns of Oriental

carpets are dyed solely with vegetable dyes, and that

those dyes are intrinsically superior to aniline and
alizarine dyes, such as are employed for yarns for

machine-made fabrics. The latter have been used for

many years now by European carpet manufacturers,

not because they are cheaper than vegetable dyes, but

because they are easier to use, more accurate for

matching purposes, and faster to light. There are, of

course, good and bad synthetic dyes, but the best are

immeasurably superior to dyes made from plants, barks,

and berries. This fact has long been recognised by
those who control the production of Oriental carpets,

for the yarns for which aniline and alizarine dyes are

now extensively employed.

The subject of dyeing naturally leads on to that of

doctoring or " faking," which is commonly adopted

with a large proportion of Eastern carpets. The object

is twofold : to soften the original brightness of the

colours, or to give an appearance of age; and to obtain

a gloss which the wool does not naturally possess.

This is generally done by the collectors or agents, and
not by the people who weave the carpets. It is often

3—(1461b)
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known by the innocent name of washing, and consists

in treating the surface with some chemical such as

chlorine water, or glycerine, followed by ironing with

a hot iron. It can hardly be supposed that this treat-

ment does not detract to some extent from the life of

the carpet; but this consideration appears to be

outweighed by that of the more attractive appearance.

It has been stated that it is not an uncommon prac-

tice to expose a carpet to use in the bazaar or street

with the object of enhancing its commercial value by
giving it an artificial appearance of age. It is to be

hoped, however, that this very insanitary method of

faking is rare; but those who wilfully give preference

to a carpet because it is dirty and faded, and apparently

old, do not deserve too much sympathy.

There are varieties of Asiatic carpets far too numerous

to be mentioned here. They differ widely in origin,

design, colour, and quality, each town or district having

its characteristic pattern and ornament, which is

followed with more or less persistence. The finest

carpets, both in pattern and quality, are the Persian,

the worst are some of the Indian, which are coarse in

texture and devoid of artistic merit. In between are

the standard Turkeys, which are in great and steady

demand all over Europe.

Reference has been made to the very different position

occupied by Asiatic and European, or at any rate

British hand-tufted carpets. Practically identical in

manufacture, they are in different categories commer-
cially. The Eastern carpet trade is a large one, healthy,

well organised, and profitable. The British hand-tufted

industry is artificial, and maintains a precarious

existence.

It may not be considered quite outside the scope of

this chapter to examine the reason for this position.
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The question is in reality purely an economic one.

British hand-tufted carpets cannot be manufactured

on a basis of cost that enables them to compete in

price with the imported Eastern carpet. The question

of design and colour may be ignored for the moment;
quality for quality, the domestic product cannot meet

its Oriental competitor on equal terms in the market,

despite the fact that it comes straight from the manu-
facturer, while the other has probably had to bear

collectors' and wholesale dealers' profits.

The reason lies, of course, in the different standard

of living. The cost of the raw materials is not sub-

stantially different in Great Britain and in Asia Minor.

But the British carpet has got to pay for steam-heating,

gas and water, and electric light, and a more liberal

standard of diet, than suffices the frugal Armenian or

Kurd. The women and girls who weave Eastern

carpets are not protected by factory inspectors and
welfare superintendents.

And the difference in cost of production due to these

very different conditions is very considerable ; while in

view of the increase of wages during the war, and the

steadily advancing standard of comfort among British

artisans, it seems likely to be even more in the future.

Under these circumstances, it is justifiable to ask

whether it is fair and wise to allow this competition to

continue. During the war the import of Oriental

carpets has been prohibited, and it cannot be claimed

that the results have been disastrous. The stock of

Oriental carpets existing in the country when the

prohibition was initiated has changed hands at steadily

increasing prices. In other words, the people who
wanted the carpets keenly enough have got them,

and have had to pay handsomely for them. Why
should not this prohibition, or alternatively a high
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import duty, be maintained ? No one would suffer

except the Turk, about whose financial welfare wr
e

need not perturb ourselves, and possibly the semi-

European middleman and agent. The bona fide dealer

in Oriental carpets, located in Great Britain, would be

able to convert his capital and his technical knowledge

towrards the building up of a big British hand-tufted

industry; and in a few years we should see in private

houses, hotels, and clubs, instead of the Asiatic product,

for which our money has been sent out of the country,

real British hand-made carpets, which would have been

manufactured under ideal conditions, and for good

wrages. And there is no reason in the world wThy such

carpets should not equal or surpass in quality and
artistic merit the finest productions of the East.
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BRUSSELS

Of machine-made carpets, that which naturally demands
the first mention is the Brussels carpet, which was the

first kind to be woven in this country by the aid of a

Jacquard, a pattern-selecting mechanism to which

allusion will be made later. Brussels is a loop-pile

fabric, consisting of a strong woven foundation, com-

posed of linen, jute, and cotton yarns, together with

that portion of the worsted yarn which is not utilised

on the surface to form the pattern. The pattern itself

is formed on the surface by differently coloured looped

threads of worsted yarns.

The character of the fabric lends itself to patterns

well-defined in design and colour. The smooth, gently-

ribbed surface gives a clean and neat, but not a luxurious

effect; and the carpet is generally more suitable for

small and medium-sized rooms and simple furnishing

schemes, than for bold or ambitious effects. The number
of shades available is also limited.

The processes of manufacture are comparatively few

and simple.

The yarn is received from the spinner in grease, that

is, still containing the oil that was put into the wool

for the purpose of spinning, and in skeins. Worsted
spinners supply a large variety of counts and twists

of yarn for Brussels and Wilton carpets, which need

not be particularised. As a normal Brussels yarn we
may take 16s, 2 x 3; a thread sharply twisted in the

doubling, and loosely in the re-doubling, running about

29
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100 yards to the ounce. The yarn should be spun from

wool of a moderately long staple.

In the dye-house it is first scoured, to get rid of the

oil, which would interfere with the dyeing, and then

dyed. From the dye-vat the yarn is taken to the hydro-

extractor, or wince, where a large proportion of the

moisture is eliminated by centrifugal force. The skeins

of dyed yarn are then dried, either by being hung on
poles and exposed to a current of warm air, or by being

passed through a mechanical dryer, which normally

consists of a large chamber of wood and iron, through

which the yarn is carried by an apron, or pair of aprons,

while exposed to streams of hot air propelled by fans.

From the drying room or drying machine, the yarn

passes to the winding room, to be wound on to bobbins.

The winding frame consists of a series of pulleys set on

a shaft. Opposite each pulley or drum is a swift on

which the skein is adjusted, the end of the yarn from
the skein being led on to the body of the empty bobbin,

which is held against and rotated by the pulley, the

face of the pulley being a little less than the space

between the flanges of the bobbin. This bobbin, called

the creel bobbin, because it goes into the creel frames

of the loom, has a face of 2f in. and a flange diameter

of 3£ in.

The creel bobbins, each of which when fully wound
will contain about % lb. of yarn, are then taken to the

creel frames at the back of the loom. For a best five-

frame Brussels carpet, five sets of 256 or 260 bobbins

will be required. These five sets are placed in each of

the five creel frames, each bobbin being free to revolve

slowly on a creel peg, and so release its yarn as required.

Each of the 1,280 or 1,300 ends of yarn is led through

to the front of the loom, being threaded first individually

through an eyelet in the harness, and then, along with
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the other ends of yarn that belong with it, through a

reed of the sley.

The body and back of the carpet is provided for

normally by two warp beams, the chain and the stuffer.

The chain consists of twice as many ends of cotton as

there are reeds in the sley. Thus, if the pitch is 256,

there will be 256 reeds, or reed spaces in the 27 in.

, width of the sley (in practice the sley is made a little

wider than the carpet is to be woven); and there will be

512 ends of cotton chain in the same width, two to each

reed space. The stuffer beam consists normally of as

many ends as there are reed spaces. The stuffer warp

is of jute, bump, or cotton yarn.

The object of the chain is to form, in combination

with the weft, the woven base of the fabric; all the rest

is either surface or back. The weave is effected by the

chain ends being threaded through eyelets mounted on

two heald-frames or gears, which rise alternately in

such a way as to allow the shuttle, carrying the weft,

to be shot through the shed or opening thus formed.

The purpose of the stuffer, or dead warp, is merely

to give body or weight to the fabric, and it is not essential

if there is enough body provided by the rest of the warp.

The stuffer ends are also carried on eyelets in a gear

frame, but are not divided like the chain, and remain

practically in the middle of the fabric.

Both chain and stuffer beams lie between the creel

frames and the main part of the loom. Their slow

unwinding is operated automatically while the loom

is running.

The harness consists of a set of 1,300 cords, carrying

the mails or eyelets through which the worsted is

threaded, kept taut by a weight at their lower ends,

and connected with the Jacquard mechanism above.

The Jacquard (the invention of Joseph Marie Jacquard,
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of Lyons) is an ingenious device for selecting and
raising the threads required to form the pattern. The
Jacquard principle in various forms is in use throughout

the textile trades, and need not be described in detail

here. The essential feature of it is the combination

of perforated paper or card with needles or pegs in such

a way that the blank (or, it may be, the perforation) in

the card causes the harness carrying a certain thread,

or set of threads, to rise as required.

The operation of the Brussels loom may now be

described. The ends of worsted yarn from the creel

bobbins having been drawn through the eyes in the

harness, and the chain and stuffer ends through the

eyes in the healds, all are drawn through the sley in

such a way that there will be in each reed-space five

ends of worsted, two of cotton chain, and one of stuffer

warp. All ends are now made fast to the breast roller

at the front of the loom, and kept taut by weighting

the warp beams, and by hanging small hooked weights

on to each thread of worsted close to the bobbin in the

creel frame.

When the loom is running, the Jacquard lifts one

worsted thread in each reed, thus forming a shed, under

which the wire is introduced from the side. Immediately

below the wire now lies the body of the- fabric, consisting

of the four frames of worsted in each course, which are

not required to form the pattern, the stuffer warp, and
one half of the cotton chain. Below the body of the fabric

is a lower shed formed by the other half of the cotton

chain, and through this the shuttle passes, carrying

the weft, at the same time as the wire is being inserted.

Then the lathe, which has been lying back to allow the

passing of the shuttle and the entrance of the wire,

comes forward with the sley, and beats up the wire and
the last shot of weft against the breast-plate of the



u

CO

o

« 'O

PQ e3

2

K
< o
^ CuO

>H G
W h-1

H-l

Cfl 4
Cfl

r/)

W S
a

< M

r/T *0

Q
hJ o
<J ^
W 0)

K ^
ffi

s
o

O
S3
o —

>

«
ffi qH

ri

J?
rG
( )

O
H u
U
w
Ui A

Ih

h-1 cd

< £
fc

TJ

A p
S tn

H O
O £
fe
o PQ

£
Ih

cd

£
Jh
<L>

*
3



34 CARPETS

loom and the last part of the woven fabric. At the same
time the Jacquard allows the harness carrying the ends

selected for the last lash to drop back on to a level with

the others, and the gears carrying the cotton chain

begin to change. Next, the lathe goes back again; one

half of the chain is brought up to form a shed, under

which and over the rest of the threads the shuttle passes

back, thus effectively tying in the worsted threads

which are looped over the wire. Meanwhile the last

wire of the set (of about 30) which has moved forward

as the fabric is woven, is drawn out by a hook, and
carried back for insertion under the next shed of

worsted. A number of wires is used so as to avoid the

risk of the loops being pulled flat by the weight on the

yarn or the strain of the harness or sley.

Chains and stuffers are generally coloured and sized,

the yarn being slowly wound from bobbins or cheeses on

a frame or stand, passing through a trough of coloured

starching material, over a steam-heated cylinder, or a

series of pipes, on to an iron flanged beam. The weft,

which is normally of linen yarn, is also generally coloured

and sized, and is used whilst still damp. The colouring

certainly adds to the appearance of the carpet, and the

sizing adds stiffness and handling, though, apart from

this, and from the fact that it is expected by the dealer,

it is doubtful whether it is of any advantage, except in

the cheaper grades, where less yarn is used.

Brussels and Wilton carpets are described as being

of five, four, or three frames, according to the number
of sets of creel bobbins carrying worsted warp threads.

Each frame will generally be composed of threads all

of one colour; but an enhanced colour effect is often

obtained by one or more of the frames being ° planted."

This means that worsted threads of two or more colours

are arranged side by side in the same frame in groups,
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in accordance with the design. If, for instance, the
design contains a rose, for the petals of which a frame
of pink yarn is to be used, then the colourist or weaver,
by a judicious selection and arrangement of bobbins,

can add to the colour effect by shading the petals from
light to dark; or, again, a flower may be coloured blue
in one part of the design and gold in another. Skilfully

used, this device makes a three-frame look like a four,

or a five-frame like a six, but it must be used with
discretion and with due regard to the design, or

disfiguring and tell-tale stripes will ensue.
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SECTION OF FIVE-FRAME BRUSSELS CARPET

A A, Chain; B, Pile warp; C, Stuffer warp

Best Brussels has been taken as an example in describ-

ing the process of manufacture, but a good many other

qualities are, or at least have been, made. Best is

256 pitch, beaten up 9 to the inch, but extra qualities

are made up to 11 per inch, which gives an excellently

close and even surface. Finer than this in pitch or

beat-up it has not been found practicable to go. Lower
qualities are made in 236 and 214 pitch, and even down
to 180, with beat-ups running down to 6| or 6 per inch,

and a framage of three or two. In the coarsest qualities,

however, there is always the tendency to "grin/' that is,

for the weft and body of the carpet to be exposed
between the loops of the pile, unless the coarseness is

compensated by the employment of a thicker pile yarn
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or a higher wire. This is, in fact, the case with a class

of Brussels that has been manufactured extensively

by some makers in recent years, where the yarn is spun

from low wool or cow-hair, and is a good deal heavier

than the ordinary Brussels worsted counts. This fabric

is almost entirely confined to plains and stripes, though

occasionally two frames are used, and a simple pattern

effect produced. It is a good wearing carpet, and
suitable for offices and modest purses.
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Fig. 4

SECTION OF THREE-FRAME BRUSSELS CARPET
A, Chain; B, Pile warp; C, Stuffer warp; E, Weft

The fact is, however, that the demand for all qualities

of Brussels carpeting has fallen off steadily during the

past few years; and the reasons for this are strong

and would seem likely to be permanent. Brussels has

suffered from the competition of Axminster on the one

hand, and Tapestry on the other. Brussels is, unfor-

tunately, an uneconomic fabric in its manufacture,

inasmuch as, in a five-frame for instance, for every

length of worsted that appears on the surface, four

times as much is hidden in the body of the fabric, and,

except in so far as it acts as filling, is wasted. A
Tapestry carpet, as will be explained later, avoids this

-A
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waste, and can therefore be produced with an equally

good surface as Brussels, and at a lower cost. We
ignore for the moment the characteristic defect of

Tapestry carpets.

The cheaper Axminster, again, and to some extent

the cheaper Chenille Axminster as well, have largely

superseded Brussels, owing to the fact that they can

be sold at almost the same price, while offering a more
luxurious effect with their cut pile surface and their

larger range of colours.

There are some dealers, moreover, who aver that the

manufacturers of the cheaper qualities of Brussels have

themselves to blame for the decreased demand, because

these qualities were not satisfactory in wear, and in

particular were liable to " sprout." Sprouting is the

tendency of the loops in the pile of a Brussels

carpet to be pulled out through such external

agencies as a chair leg, a boot nail, a rubber heel, or

the claw of a dog or cat; though, indeed, complaints

seem often to have been framed as if on the assumption

that sprouting was a natural property of the carpet

similar to that of its vegetable namesake. Still, the

maker has had to admit that cheaper qualities are more
liable to the disease than better ones, and perhaps his

best retort has been that he was long borne down in

price and pressed to make cheaper qualities, and that

those who demand them must not complain too much
if they do not get all they expect.

Still, when all is said, with all its limitations, a good
Brussels is an excellent carpet. It has a clean surface

which does not harbour dust, and if the same can also

be said of the Ingrain carpet, Brussels has the extra

resiliency afforded by the looped pile. If its colours

are few, they are enough to give thousands of effective

variations, suitable for almost any kind of design; and
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the comparative closeness of its pitch makes its patterns

neat and adaptable. A well-made Brussels carpet will

wear many years.

Reverting to the processes of manufacture, the roll

of carpet goes from the loom to the measuring table,

where it is measured by hand or machine before passing

to the finishing or " picking" room. Here it is first dried

by passing over a steam-heated cylinder, or, in some
places, by being looped over a series of Vails in a warm
chamber. Then the back of the carpet is picked; that

is, the superfluous material, if any, is removed and
defects remedied. The roll is then passed through a

shearing machine, provided with a rapidly revolving

shaft set with spiral blades, where the surface is brushed

and very lightly shorn, to remove loose and projecting

fibres. The surface of the carpet then is inspected by
the pickers, who mend any faults left from the weaving.

Their work is supervised and checked by the passers.

At this stage, some manufacturers pass their Brussels

carpets, particularly the cheaper qualities, through a

pressing machine, in which heavy pressure on the

looped pile is exerted by rollers, the object being to

obtain better cover, and to prevent grinning. It is

questionable, however, whether the process is of any

real benefit to the carpet, as it tends to impair the

handle of the fabric and the resiliency of the pile.

The final stage in the finishing department is the

rolling and measuring, which is done mechanically,

after which the roll is ticketed, papered, and corded,

and passes on its journey to the packing room, carpet

room, or warehouse, as the case may be.

A digression seems necessary here on the subject

of breadth carpets, Cairo or Chlidema squares. Orig-

inally, carpeting was only made in body or filling 27 in.

wide, and border 22| or 18 in. wide, and in rolls or
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pieces of about 50 yards; and if a bordered carpet was

required, 15 ft. by 12 ft., the dealer would cut it up
from the pieces, using, say, four breadths of filling each

12 ft. long, and enough border, | yd. wide, to go all

round, with mitred joints at the corners. There were

several objections to this method, which is, of course,

still necessarily employed in bordered carpets of unusual

sizes. It involves a thick and awkward seam at the

mitres, where the border has to be cut and turned

under; it is wasteful, as odd-shaped bits of border are

bound to be left over; and it is inartistic, inasmuch as

the figures in the border never match perfectly at the

mitre. Lastly, in Wiltons and in some Axminsters, it

causes false shading, because, the pile naturally leaning a

little in one direction, and not being perfectly vertical,

the border will only tone perfectly with the body on

one side of the carpet. On the three other sides the

light will strike the pile at a different angle from that

at which it strikes the pile of the body, and give a

different effect.

In 1863, a carpet was manufactured at Kidderminster

for presentation to the late King Edward VII, then

Prince of Wales, on the occasion of his marriage. In

view of the natural desire to produce an article worthy of

the event and of the industry, it was recognised that

no trouble and expense should be spared; and a carpet

was designed and woven in such a way as to obviate the

defects enumerated above. The carpet was exhibited

publicly and aroused much admiration.

It is curious, however, to note that it was not until

about twenty years later that the new principle began
to be generally adopted by carpet manufacturers. The
delay in utilising the idea was no doubt due to recogni-

tion of the heavy expense involved in additional design-

ing and card stamping, and of the loss of production,
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and also to the absence of any severe competition from
Oriental and other seamless carpets.

The device consisted simply in designing and stamping

not two but five parts of the whole carpet: the filling,

the border at each side including the corner piece, and
the border at top and bottom. When, as is almost

invariably the case, the width of the border is less than

27 in., the difference between the width and 27 in. is

stamped in body, so that, for example, an outside

breadth containing 18 in. of border and 9 in. of body
is woven in a 27 in. loom. This breadth, of course,

also contains at each end the corner piece, and 9 in.

of the end border. The inner breadths of the carpet

will have 18 in. of border at each end, and filling in

between, woven so as to match on to the filling and
border of the breadths on each side. It will be readily

seen that in this manner the different breadths of a

carpet can be woven consecutively on the same loom,

and that a harmonious effect as regards both design and
surface can be ensured. (See Figs. 5 and 5a.)

The system has one or two minor limitations. The
width of the carpet must be some multiple of 2 ft. 3 in.,

and the matching of the side borders with the corner

pieces can only be perfect at certain lengths. Again,

the line of the seam is not concealed by coinciding

with the inner edge of the border; and, finally, these

breadth squares are more troublesome and expensive

to make and handle at every stage than piece goods.

Indeed, manufacturers would be justified in charging a

larger difference of price between squares and pieces of

the same quality than many of them do.

In spite of the expense and loss of production involved,

the device proved on the whole a real boon both to the

maker and consumer of carpets, and was sooner or later

adopted by practically all manufacturers employing
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3-4 wide looms. It placed those who utilised it in a

better position to compete with Eastern carpets, and

it has thereby contributed in no small degree to the

artistic development of the carpet trade. Indeed, it

may almost be said to have saved the life of the narrow

loom, in view of the remarkable evolution and consequent

competition of the wide loom, to which further reference

will be made later.

In recent years it has been turned to a notable develop-

ment in the art of carpet making; the production of

medallion breadth squares. This involves the exercise

of the greatest ingenuity and skill on the part of the

designer, heavy expense in respect of card-cutting, and
the greatest care in weaving and finishing. When
completed, a medallion square is a triumph of technique.

The number of sizes available is obviously limited; but

a carpet of each size is absolutely perfect in design,

matching everywhere, as well as if made laboriously by
hand, instead of being the product of machinery and
brains.

Coming back once more to the final stages of finishing,

though the roll of carpeting, body, border, or stair, is

complete and ready for the market when it is rolled and

papered, this is not the case with the breadth square,

which has so far been treated in the same way. The
square, or series of squares, which are still in a con-

tinuous roll, are cut up into their proper lengths,

matched, and sorted. They are then passed to the

sewing room, to be made up into complete carpets.

Hand sewing has been superseded in most factories

by mechanical sewing, by hand or electric power, for

which Messrs. Singer supply a very efficient machine.

In the larger power machine made by this house, the

breadths to be sewn together are clipped face to face

with flush edges, and stretched in the frame of the
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machine in such a way that the moving part of the

mechanism runs along over the two edges and sews

them together. The ends of the carpet, top and bottom,

are then turned over and hemmed by hand or machine.

The carpet is then fastened to the floor, face downwards,
and the seams are damped and then pressed with a

heavy heated iron. If these operations have been
properly performed, and if the edges of the breadths are

good, the seams of the carpet will be barely visible.

The carpet is then finished, though some manufacturers

prefer to stretch their carpets by attaching them tightly

to a frame, and leaving them for some hours.

From the sewing room the carpets pass to the stock

room or the packing room.
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WILTON

Wilton carpeting is similar in manufacture in many
respects to Brussels. The loom is practically the same
for both fabrics, convertible from one to the other

without much difficulty or expense. The preparation

of yarns for worsted pile, chain, stuffer, and weft is

substantially identical, while most of what has been

said with regard to weaving and finishing operations

applies no less to Brussels than to Wilton.

The essential differences are two—a major and a

minor one. In the first place, the loops of worsted yarns

are cut, so that the character of the surface is velvety

instead of smooth and ribbed. This is effected by the

use of a narrow ware ending in a knife blade, which blade

stands outside the fabric when the wire is inserted, but

severs the loops of worsted when the wire is withdrawn.

The second difference, which, however, does not apply

to all grades of Wilton carpet, is that for the sake of

holding down the pile more securely, there are three

shots of weft to each row of pile, instead of two. This

is effected by an adjustment of the gear and harness

motions, in such a way that the lash or shed of worsted

selected to form the pattern does not rise alternately

with the shed of the chain, but once in every three

picks of the shuttle or beats of the sley.

The cutting of the yarn, resulting as it does in exposing

to view the ends instead of the sides of the wool fibre,

gives a richer and softer surface effect both in appear-

ance and in feel, while the treble weft shot makes a

better weave and a firmer fabric. Generally also

Wilton carpeting is woven closer, with more rows to

44
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the inch, than Brussels, which necessitates, incidentally,

the use of thinner wires.

The standard best or Super Wilton carpet is 256
pitch, with a beat-up of 10 to the inch, woven with a

wire about ^ in. high; a linen weft is used, and a

stuffer of bump. Five frames of worsted are generally

employed. This is an excellent carpet for dining and
drawing rooms, theatres, show rooms, and restaurants,

and will wear well. Several better qualities are made,
however; and the fabric lends itself readily to fine and
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SECTION OF FIVE-FRAME WILTON

A, Chain; B, Pile warp; C, Stuffer warp

luxurious effects. Wires are used occasionally as high

as | in. or more.

Depth of pile, however, is not the highest desideratum
in a Wilton carpet; and the most notable development
of recent years in the fabric has been in the direction of

a fine, closely woven fabric with no excessive wool
surface. These fine Wiltons, are made 256 pitch, 12

or 13 shots per inch, and are generally 2-shot, with
chain, stuffer, and weft of cotton. Neither depth of

pile nor weight is aimed at, but fineness and smoothness
of surface and artistic effect; and their great popularity

in spite of the present high price seems to indicate

that they have justified themselves. At the present

time most manufacturers of Wilton produce a fine

Wilton quality of this nature.
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Among the better qualities of Wilton, mention must
be made of Saxonies, the name given to Wiltons woven
with a heavy, sharply twisted twofold Saxony worsted

yarn, which possesses exceptional wearing qualities.

Below Super Wilton come the medium qualities, made
in 236 pitch, 10 to the inch, in five, four, and three

frames; artistic and serviceable carpets suitable for

studies, bed-rooms, and what may be called general use;

while they are also in great demand for Cinema theatres.

The cheaper grades of Wilton are made in 214 pitch

with three frames or less. Their manufacture has been

limited during the war by the restricted supplies of

worsted yarn; and even before that time they suffered

from the competition of woollen Wiltons, of which

mention will be made. The limitation of colours on

the one hand, and the comparative poverty of the

fabric on the other, restricted the demand to those for

whom the question of price was important; and now
that price-cutting has passed away in an era of high

values and shortage of material, these qualities are

out of favour.

Woollen Wiltons, or Wilton fabrics whose pile is made
of a sharply twisted woollen yarn, instead of worsted,

require special mention. They are of comparatively

recent growth, and probably originated in the effort of

the Jacquard loom manufacturer to meet the competi-

tion of Imperial Axminster, dating from the time when
the price of the latter fabric was round about 4s., and

woollen yarn was correspondingly cheap. It was

necessarily rather an uphill fight for the Jacquard

loom, because the Axminster possessed the initial

advantages of a greatly superior range of colours, and

of greater economy in manufacture owing to the yarn

being all on the surface.

The price of woollen Wiltons therefore had to be
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appreciably lower, and the qualities cut as much as

they would stand. Working on this basis, however,
'

the woollen Wiltons did justify their existence. Made
mainly in 214 pitch, with three frames of yarn or less,

and beaten up from 8| to 1\ per inch, they achieved

unambitious but ingenious and saleable effects, and if

the cover and consequent wear was not all that could

have been desired, yet they served a purpose.

But it must not be implied that the only woollen

Wiltons were, or are, the cheap grades. The suitability

of woollen yarn for use in a Wilton loom to produce a

soft and even luxurious fabric with an Oriental effect-

has long been recognised; and admirable qualities have

been woven in 256 and 236 pitch with four or five frames

of yarn and with fairly high wires. Indeed, some of these

can be regarded as more successfully imitating the

Eastern carpet in texture than even the finer worsted

Wiltons.

Wilton carpeting lends itself particularly well to single

shade effects: plain Wiltons have been woven in a

variety of qualities with both worsted and woollen

yarn for many years; and, indeed, the demand has shown
signs of a steady increase. For those who are content

with a single colour on the floor in their scheme of

furnishing, and who do not object to the sensitiveness of

a plain carpet to " shading," and, indeed, to the recording

of individual footprints, no fabric is better than a plain

Wilton. But it should be borne in mind that a plain

carpet has that defect. Wool fibre is elastic, but not

infinitely so. A plain carpet, however well and care-

fully woven, cannot be expected to retain its virgin

smoothness and level colour for long under wear. Wear
on a carpet is never evenly distributed: the feet tread

down some places more than others; the pile is depressed

unequally, with the result that, in a plain carpet, the
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light, falling at different angles upon the fibres causes

light and dark patches to appear. This is called

shading, and is often wrongly attributed to defective

manufacture, or to the presence of some foreign sub-

stance like oil. Shading actually occurs equally in

figured Wiltons; but it is rarely the subject of complaint,

simply because it is concealed by the design and colours.

Subject to this limitation, then, plain carpets, and
plain Wiltons in particular, are all right for those who
like them. The manufacturer does not regard them
with great enthusiasm, for, though in some respects

they are easier to make than figured goods, yet they are

exacting if they are to be turned out perfectly. More-

over, they are more subject to competition, and do not

afford scope for artistic skill in design and colour

combination.

As has been indicated, Wilton carpeting, like Brussels,

has, in comparison with some of its competitors, two
main limitations; one economic and one artistic. For

every square or tuft of yarn showing on the surface,

there are, roughly, from two to four parts uneconomically

used in the body of the fabric, and the number of shades

that can be used to work one over the other to form

the pattern is limited to five, or, exceptionally, to six.

These limitations, however, are not serious ones; and
the Wilton carpet, in its higher grades, is regarded by
many as the best of all machine-made carpets. It is

certainly the finest; and closeness of texture, broadly

speaking, means both finer effects and better wear.

The higher grades of Wilton are made, as has been

stated, in pitch and beat-up which give from 95 to

123 points to the square inch; so that in the matter

both of texture and of delicacy of design, effects can be

produced in Wilton which surpass those of any other

carpet fabric, with the exception of the finest Persians.
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AXMINSTER

Axminster carpets, though in point of time a com-

paratively recent development of the industry, may
claim to be, in point of structure, the nearest related of

all machine-made fabrics to the Oriental ancestor.

The similarity lies in the fact that they are tufted;

and the tuft, though inserted in the fabric mechanically,

and bound down without being knotted, undoubtedly

represents the knotted tuft of the original hand-made
carpet. The essential feature of a tufted Axminster

carpet is that the tufts are inserted row by row between

the warp threads, either before or after being cut off,

and are then bound down by the weft, and so woven
into the ground of the texture. Each tuft is used on

the surface, and forms part of the design; none of the

tuft material is hidden away or wasted in the body of

the fabric beyond what is needed for attachment to

the binding weft.

The Axminster loom was introduced into England

from the United States about 1878; and since that time

the fabric has developed steadily, with an increasing

popularity, which has only been rivalled in recent years

by that of the Chenille Axminster. Bradbury, in

commenting upon the similarity of Axminster in struc-

ture and appearance to the original hand-made carpet,

says: " Generally speaking they are far superior to

Eastern and hand-made productions, and where price

is permitted to enter as a factor, they leave these

primitive structures still further in the rear." This

may appear to some an extravagant appreciation ; but

49
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there can be no difference of opinion as regards the

general merits of the fabric. It combines economy in

the use of material, and in manufacture, with richness

of texture and almost unlimited potentialities of design

and colour effect.

As in other, carpet fabrics, there are in Axminster

plenty of varieties of qualities; but there are compara-
tively few differences in structure, such differences as

exist being mainly matters, of pitch, tuft, or method of

tufting and binding. The original Axminster quality

was called the Royal. This is about 5 per inch in the

pitch, and 6 in the beat-up, with a tuft of about | in.

This held the field until 1893, when a strong invasion of

the British market by American Axminster, offered at

a considerably lower price, caused the Axminster makers

df this country to bestir themselves to meet this com-
petition. They did so strenuously; and the result was
the production of the quality known as the Imperial

Axminster, which had an instant and a lasting success.

This was made in a pitch of 7 to the inch, and a beat-up

of about 6J, and was put on the market at a moderate

price. For many years it held the position of being

the critical quality of the whole trade; the standard by
which the value of other qualities was measured, and,

as has been intimated, it is only of recent years that

its position has been challenged by the Chenille

Axminster.

At the present time, it would probably be safe to

estimate that three-quarters of Axminster manu-
facturers' looms are being run on this quality.

The Imperial Axminster quality may, therefore, be

taken as typical of the fabric; and a description of how it

is made will cover most of the ground, while variations

from the standard type can be indicated. The quality

itself is made in slightly different ways by different
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makers, but a normal standard will have the usual
double chain, preferably of 2-14 or other linen, but
sometimes of cotton, a cotton stuffer, one end to each
reed, and a jute weft of about 2 fold 1\ lb. count.
The pitch is 189 or 190 in the 3-4 width. Fig. 7 gives

a transverse section through the weft of the weave
ordinarily employed. In this there are three warps em-
ployed, the two chain warps being wound on one beam,
and the stuffer warp, which runs straight in the fabric,

on another. There are three double shots of weft to

U Fig. 7.

SECTION OF IMPERIAL AXMINSTER. 3-SHOT

A, Chain; B, Tufts; C, Stuffer warp; D, Double weft

each row -of tufts. The two halves of the chain warp
alternately bind two double shots above, the tuft

binding shot and the intermediate, and one below.

The effect of
x

this structure is to form a flat back, and
also, through the lateral pressure of the intermediate

weft upon the tuft weft, under the same warp shed,

to give the tuft a distinct inclination oitf«of the vertical,

adding thereby to the fabric a point 'of similarity to

the hand-tufted carpet.

The diagram of another method of weaving this

quality is given in Fig. 8.

Three warps are used here again, but. as each under-

goes a different rate of consumption, tbey are wo.und
upon three separate beams. The stuffer, £s before,
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runs straight; one chain binds the bottom and the

intermediate shots, and the other the tuft shot. In

this case, the tuft, equally supported on each side, tends

to remain vertical, while the bottom weft, projecting

below the tuft weft, gives the back a ribbed appearance.

Fig. 8.

SECTION OF AXMINSTER. 3-SHOT

A, Chain; B, Tufts; C, Stuffer warp; D, Double weft

Each of these two weaves has its merits. The former

gives better cover with its sloping tuft, while the latter

claims an increased resiliency and immunity from the

shading in made-up carpets, so noticeable with the

first-named weave.

Fig. 9 gives other but less usual structures. It may
be noted that it is possible to employ jute for the

tuft binding and intermediate weft shots, and at

the same time a different yarn, preferably of woollen,

for the bottom weft, which shows on the back. This

serves to make the carpet heavier and more elastic to

the treed.

Axminster may to some extent be compared with

Tapestry and Chenille, in that it is essentially a two-

process fabric; and the pile yarns are arranged so as to

form the design before they are put into the loom.

The actual method of preparation of the colours is,

however, 'quite different from that employed in either

of the other two fabrics.
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The yarn is received from the dye-house in skeins,

and is wound on to large bobbins with a 6 in. face.

»flOf^Ofll.

Fig. 9

SECTIONS OF AXMINSTER WEAVES

The yarn from these bobbins has then to be wound
on to a series of wide spools, the number of which will

be the number of the rows of tufts in one complete repeat
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of the design to be woven, while each spool contains as

many ends of yarn as there are squares in the width

of the design. This operation is called setting, or

sometimes, reeding-in.

The 6 in. bobbins, in number equal to the pitch of the

carpet, say, 189 or 190 for the 3-4 width of the typical

quality mentioned above, are arranged on a creel frame

fitted with horizontal pegs in order corresponding with

the colours of the first row of the design. Alternatively,

a horizontal frame or table is employed, fitted with

vertical pegs for the bobbins. This has the advantage

of being more compact and accessible, but the colours

are not so easily distinguished. The ends of the yarn

from each bobbin are led on to the wide spool, through

an open sley, which is opposite to it and equal in width.
.

These ends, suitably tensioned, are then wound on to

the wide spool. For a design of average length of repeat,

say 1 yd., one full spool will weave about 250 yds. When
the spool is full, therefore, the yarns are cut, and
fastened down; and as many more spools are filled with

the same arrangement of colours as are needed to weave
the required quantity. The operators then re-arrange

the bobbins in the creel frame in accordance with the

second row of the design paper, which is set up in some
convenient place for reference, draw them in order

through the sley on to the spool, wind a second set of

spools, and so on; each spool being numbered with its

rotation as soon as filled.

When the spools for the whole of the repeat are

wound, whether one or more for each row of tufts, they

are passed to women, whose task it is to thread the ends

through a series of tin tubes, the number of which

corresponds with the number of ends on each spool.

The tubes are soldered to a piece of tin, of L-shaped

section, which is attached to the tufting carriage. The
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spools with tubes attached are then placed in the

carriages, and are ready to be set up in order in the

loom for weaving.

The tufting carriages are then placed, in the correct

rotation so as to form the pattern, upon a pair of endless

chains, which are actuated by the driving mechanism
of the loom in such a way as to have an intermittent

motion so that, when each spool is in position to make
its row of tufts, the chains remain at rest long enough

for the spool to be removed from them, lowered for the

tubes to enter the warp threads; for the tufts to be

cut off, and the spool to be replaced on the chains.

Each spool with its set of tubes and carriage, there-

fore, is so set in the chains that it can be automatically

detached at the right moment and brought into position

to form its successive line of fur. The mechanism that

effects these ingenious movements is too complicated

to describe here. It is an object lesson as to what
variable and intermittent motions can be produced by
combinations of cams, bowls, levers, rods, etc., while

it gives the Axminster loom the distinction of being

probably the most ingenious of all carpet looms, subject

perhaps to that remarkable piece of mechanism, the

Jacquard, not being regarded as exclusively part of

a carpet loom.

When the spool reaches the lowest point in the path

of the double chain which carries it, a few inches above

the fell of the cloth, it is nipped by an arrn from each

side, and conveyed downwards in such a way that the

tubes with the ends of the tuft yarns projecting are

made to enter the spaces between the upper shed of

the chain warp with a slight sweeping movement from

the front to the back. This has the result of trailing

the ends of the yarn close to the fell of the cloth and the

last row of tufts, and leaving a space below the upper
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shed of the chain, so that the weft-carrying needle is

able to insert a double shot above the middle of the
exposed lengths of tuft yarn.

The tufting tubes are now lifted out of the shed, and
somewhat forward towards the fell of the carpet, so as
to double the tuft round the binding shot. At the
same time the sley comes forward, presses against the
tuft yarns and the weft enclosed by them, and carries
them up to the breast comb and the fell of the carpet.
With the tuft yarns and the spool in position, another
shot of weft is inserted, either with or without a change
of the warp shed, as the case may be, to assist in holding
fast the row of tufts in the carpet. The tufting carriage
and tubes are then lifted high enough to draw off a
sufficient length of yarn to form the next row of tufts
in the following repeat. The tufts are then cut by the
meeting of two broad knives, which come together at
the level of the surface of the carpet with a scissor-cutting
motion. The spool and carriage are then replaced in the
chains, moved one step forward; and the succeeding
spool is brought into position.

It may be desirable to mention a different method of
inserting the tuft yarn. In this case the spool is

detached from the chain and made to descend almost
straight, turning about 60° out of the vertical towards
the back of the loom just as the tubes enter the warp
shed. This has the effect of turning the free ends of
the tufts somewhat upwards. The spool is then turned
again so that the tubes are vertical, and are brought
close against the fell of the cloth. The binding weft is

then inserted, and the sley comes forward to carry the
tufts up against the breast. At this stage, a toothed
comb, made in two parts, one working over the other,
comes up from below the breast to turn upwards the
loose ends of the pile through the warp, one part of the

5—( 1461b)
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double comb, called the dummy comb, slipping over the

other so as to clear any tufts which might be pulled

down on to the back. Then the second binding weft is

put in, behind the tufts; and at the same time the tufts

are cut. There is another beat-up of the sley, and the

bottom weft is inserted. This completes the cycle; the

warp chains change; and the process is repeated.

An alternative fashion of cutting to the double

scissor or guillotine knives is sometimes employed, a

circular knife in front engaging against a fixed straight

knife at the back. This system has the advantage

that the knives have not to be kept sharp, though

they must be very accurately adjusted.

The weft motion is another ingenious piece of

mechanism. The weft is inserted in the warp shed

by a needle about § in. in diameter, entering from the

right-hand side of the loom. The jute weft is conveyed

from a ball, tensioned by suitable springs, and threaded

through the eye of the needle. It is obvious that the

weft shot must be double, and also that it would not

stay in the shed after the withdrawal of the needle,

unless it were caught in some way at the left hand of

the loom. This is effected by a small shuttle carrying

the edge-thread. This shuttle is similar to a sewing

machine shuttle, but larger, being about 3 in. long and
1 in. in diameter. It runs backwards and forwards in

a semicircular shuttle-race, and is so adjusted that it

passes under a notch near the end of the needle, and
over a loop of the weft, carrying the edge-thread through

the loop, and holding it taut while the needle is receding

in such a way as to prevent the weft slipping back, and
to make a good selvedge to the carpet. When it is

desired to use two different weft threads, the needle

has an open eye, or hook near its end, instead of the

ordinary eye, and the two wefts in turn are presented
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to this eye by a rocking eyeletted weft -carrier, so that

the needle picks up the weft just before it enters the shed.

There have been other developments of the Axminster

principle of inserting tufts into the weave of the fabric,

and variations from the method of the wide spool and
tubes. Of these, the most successful has been based

upon the idea of conveying the cut tufts by means of

nippers or grippers into the fell of the cloth. This has

been worked in combination with the wide spools, but

more satisfactorily in combination with yarn carriers

operated by a Jacquard with a differential lift mechanism
for selecting the colours.

In this loom, which has been brought to perfection

for Various qualities, pitches, and widths, in recent years,

the pile yarns are wound on to creel bobbins, which

are arranged, in much the same way as in Brussels

and Wilton, in creel frames behind the loom. A frame

of bobbins is a set of bobbins of the same shade, equal

in number to the pitch of the loom. The number of

frames is limited in practice to about 16, which, however,

aided by " planting," admit of design and colour effects

comparable with those obtainable in Royal Axminster.

The yarns are led between guide bars and through

perforated plates into the carriers, which are vertical

strips of steel or brass grooved back and front and
drilled with a series of slots, through which the ends of

the yarn pass, being held in position by small springs.

The frames of yarn are threaded through the holes in

the carriers in order, so that the yarns of the top frame

pass through the highest hole in the carrier, the second

frame through the second hole, and so on. Viewed from

in front, the ends of each frame of yarn will be seen in

horizontal lines one above the other in the front grooves

of the carriers.

These carriers are connected by cords or wires with a
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differential lift mechanism, which is actuated by the

Jacquard, in such a way that the blank or perforation

on the Jacquard card, corresponding with a certain

colour, causes the carrier to be lifted until that colour

is at the required height.

It can readily be understood that cards perforated

in different ways, and presented to the Jacquard at

once, can cause the carriers all across the loom to be
lifted varying heights in such a way as to show at the

required level a horizontal row of thread ends, corre-

sponding to a row across the width of the paper design.

The sequence of these rows, of course, forms the

pattern.

It remains to cut off the tufts, to lay them in their

place at the fell of the cloth, and weave them into the

carpet.

There is a set of grippers, in shape very similar to the

neck and beak of a bird, mounted on three shafts, and

arranged so as to revolve in about a semicircle between

the carriers and the fell of the caipet. The Jacquard,

having operated so as to present the ends of the required

colour in the carriers in a horizontal line, the grippers

come up in front of them with open beaks, which are

inserted just into the carrier grooves, and then close,

nipping the ends of the yarn. The whole of the frame

in which the carriers are mounted is then withdrawn

away from the points of the grippers a sufficient distance

to give the required length of tuft. A flat-toothed comb
of hardened steel, of the same pitch as the grippers,

carriers, and carpet, drops down with its points between

the threads so as to hold them steady, while a travelling

knife or set of knives, passing along the face of the

comb, severs the tufts. The grippers then descend into

the warp threads, laying the tufts against the fell of

the carpet; the needle or shuttle passes over them and
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through the shed, carrying the binding weft, which is

beaten up by the open sley, at the same time as the

grippers open to release the end of the tuft, and double

it upwards. Two other shots are inserted, while the

grippers move in their semicircular path upwards to

seize the next row of tufts, and again downwards to

lay them in place.

The advantages claimed for this very ingenious

method of Axminster weaving are: that the preparatory

processes are considerably simpler than with the Royal

and Crompton patents; that the quantity of any pattern

to be woven can be better controlled; and that it involves

less waste. There is no disadvantage in the weaving

of a small quantity, if required, as 1 yard or 500 can be

woven equally well; and the yarn left over at the end

of an order can be cut off at the back of the carriers

with a minimum of waste, and stored conveniently on

creel bobbins. The cutting mechanism is also so good,

that the surface waste is reduced to a negligible quantity,

and a minimum of shearing and finishing is required.

However this may be, it is noteworthy that the

principle has been applied with complete success to

looms for weaving wide seamless carpets, where the

gripper mechanism, though necessarily heavy, has

probably a distinct advantage over the wide spool and
tubes.

Axminster, like other carpet fabrics, has tended to

develop in the direction of wide seamless goods; and
this is a tendency that will be worth watching, leading

as it does towards the evolution of the ideal carpet—
a machine-made knotted fabric. Ideal, that is to say,

in the sense that the knotting of a tuft on to a ground-

work of warp and weft is the best way of putting a

carpet together, and having regard for the facts that

we live in a mechanical age; that we cannot afford time
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or money to make our own carpets by hand; and that

we ought not to buy foreign hand-made carpets. Experi-

ments in mechanically knotted carpets have continually

been made, and definite progress has been won in

recent years; but the technical difficulties are con-

siderable, and it will be interesting to see whether a

carpet of so exceptional a weave can be put on the

market, except at a price comparable only with that

of a hand-tufted fabric. Meanwhile, the seamless tufted

Axminster, as it is now made in two or three forms,

with tufts as securely fastened for all practical purposes

into the body of the fabric as if they were knotted, holds

the field as the nearest approach to the ideal, and is

deserving of a far larger measure of support from the

British consumer that it has enjoyed hitherto.
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CHENILLE

Chenille Axminster carpeting possesses one or two
features which differentiate it sharply from other kinds

of carpet. It is the product of two distinct processes:

the formation of the chenille fur, and the weaving of

that fur, which is the weft, into a carpet. It is, in fact,

about the only cut-pile carpet fabric in which the

pattern is distinctively formed by the weft; for in

almost all other makes the weft only performs the

function of combining with the chain to form the

woven fabric.

Taking first the manufacture of the fur, the dyed yarn,

which is normally a single woollen, about 55 yards per

ounce, is wound on cops which fit inside the shuttles

for the weft looms. Before starting to weave, the

weaver will have a supply of cops of all the colours

required in the carpet. The paper design will show
full size, the whole of the pattern, filling and border,

that repeats, in the colours that are to be used. The
design is cut up horizontally into strips two squares

wide; and the weaver wTorks by this paper strip, which

is attached to the fabric in its length, inserting and
changing the shuttles carrying yarn of various colours.

The warp of the loom consists of sets of ends of fine

cotton at intervals of about \ in. Thus the woven
fabric consists of a woollen weft of various colours held

together at intervals by a fine cotton warp.

The pitch of the warp varies, of course, according to

the character and quality of the fur to be made, the

scales, indicating the number of sets of warp threads to

63
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the yard, being, normally, either 28, 38, 56, 76, or 112.

On an ordinary weft loom, making a fabric 42 in. wide,
on a 76 scale, there will be 88 strips, which will make
two repeats of a certain portion, say A\ in. long, of 44
carpets. The average length of the woven strip is

about 48 yards.

The weaver has to insert by hand the shuttle carrying
the required colour to match the square or squares on
the paii ted strip of design paper, count the number of

Fig. 11

CHENILLE DESIGN PAPER CUT UP

shots needed, stop the loom, change the shuttle and
re-start the loom; so that it will be seen that quickness
of eye and dexterity are required.

A mechanical device has been invented for changing
the shuttles; but it is not automatic, and does not
appear to present any distinct advantage over the
method of changing by hand; and it can only be
employed with a limited number of colours.

The fabric is beaten up from 12 to 20 shots per
inch, according to the quality of the fur required; but
the closer beats up are only suitable for worsted yarn.
The next process is the fur-cutting. The roll of cloth

with its horizontal stripes is taken to the cutting machine,
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where it is cut into strips by a series of knives set upon
a revolving cylinder, and spaced so that they sever

Fig. 12

CHENILLE CLOTH

the woollen weft-threads as the fabric passes over the
cutting bed, and leave the independent strips of fur held
together by the fine cotton warp. Immediately after

':: •;
.

:":•

FUR AFTER CUTTING CUT AND FOLDED

' / \;</"

TRANSVERSE SECTION
SHOWING FUR INSERTED

Fig. 13

being cut free, these strips of fur pass over a jet of
steam and a steam-heated cylinder, whose surface is

formed with a series of V-shaped grooves. This has
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the result of folding upwards the cut ends of the woollen

yarn, and giving a peimanent V-shape in section to the

fur. The object of this is that when the fur comes to be

woven, its pile shall all be turned in one direction.

The damping of the fur just before the grooved cylinder

is sometimes effected by rollers revolving in a trough

filled with water.

The newly formed fur is then reeled off into individual

skeins. It is marked both with its pattern number and
series number, and sorted into its proper sets.

For a carpet 9 ft. wide beaten up 4 shots per inch,

it will be seen that each inch in the length of the carpet

will require no less than 12 yards of fur weft, so that a

strip of fur 48 yards long w7
ill only weave 4 inches; and

if the repeat of a design be a yard long, 9 series of fur

strips will be needed. The fur strips are, therefore,

sorted into their sets and numbered from 1 to 9 for a

1 yard repeat, or as the case may be; and are stored in

bundles of skeins until required.

We now come to the second part of Chenille manu-
facture, the weaving up of the fur into the carpet.

This is done on a setting loom, which may be regarded

for the present purpose as normally of a width of 9 ft.

or upwards. This is not saying that Chenille is not

woven in narrower widths, for Chenille is woven in

pieces 27 in. and 36 in. wide, and a very large business

is done in rugs of various widths between about the

same limits.

When a carpet is ordered, the fur in bundles of

skeins is handed out to the cop-winder, whose duty it

is to wind the skeins on to cops for use in the setting

loom, and to serve them to the weavers in their proper

order. Cops are always the same size, but the length

of carpet that a cop will weave depends, of course, on

the width of the carpet.
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The setting loom is prepared for work by the threading

f ends of warp from various beams through eyelets

carried on gear frames, in much the same way as in a

Brussels or Wilton loom. Indeed, this principle is

common to all woven fabrics, varying only in its applica-

tion, that is to say, in the number and arrangement of

the warp beams, the yarn employed, and the pitch.

In a typical Chenille carpet, such as that which is

beaten up 4 to the inch, as above mentioned, the pitch

of the design will be 12 or 13 per inch (the beat-up of

Fig. 14

SECTION OF CHENILLE AXMINSTER

A, Chenille fur E, Float warp G, Chain
C, Fur wefts F, Stuffer warp H, Filling weft
D, Catcher warp

the weft), and of the sley 7, though, indeed, the latter

is arbitrary, and need bear no relation to the fur.

There will be three warp beams, the catcher beam, the

chain beam, and the stuffer beam. A fourth is often

added, called the float. The catcher warp consists of

fine cotton, coloured in some neutral shade, so as to

be as nearly invisible as possible, its function being

merely to hold down the fur weft when it is inserted

into the fabric. The chain, or ground warp, which is

generally of jute yarn, is double, and is threaded on to

two gears, which rise and fall alternately as in Brussels.

The stuffer or dead warp, also of jute, runs straight

into the fabric, and gives it substance.
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For a 3} or 4 per inch Chenille carpet, of average

quality, two shuttles will be used, one carrying the

jute binding weft, and the other the fur. There are

four picks of jute weft to one of fui, and at the end of

the fifth pick the loom stops automatically with the

chain and stuffer horizontal, and the catcher warp
forming a shed, under which the fur has just been carried.

The weavers, two to each wide loom, will then set the

fur, taking care that it matches correctly against the

last fur shot, and that the pile points upwards. They
will also lightly comb up the fur, so that it beds against

the last shot, and the catcher threads settle down
neatly through the pile. This done, the loom is

re-started: the first beat of the sley pushes the fur

shot home, and the next four jute shots are put in.

For closer weaves than 4 per inch, two jute weft

shots may suffice, while heavy woollen-backed carpets

are produced by the employment of a shuttle carrying

a woollen weft.

In the case of heavy-backed carpets, the double shed

is usually employed, the adjoining chain ends rising

alternately, so that they show on the back in diagonal

lines.

The object of a float warp, which rises a little above

the level of the stuffer warp just when the fur shot is

being woven, is to support the fur shot, and give a

fuller and more level effect to the carpet.

There is another method of inserting the weft adopted

in looms of a different make, whereby it is carried

between the catcher and the other gears by a travelling

arm, which leads the fur from a basket or can in which

it is placed loose. This has the advantage of enabling

a long length of fur to be woven, while it also avoids

the crushing of the fur which results from its being

wound on to a cop. With this method the catcher
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beam is placed high up in the middle of the loom, and

the sley is made of stronger reeds, open at the top to

allow the catcher warp ends to descend between them.

From the loom the complete carpet passes to the

finishing room, where it is picked back and front,

brushed, steamed, combed, and shorn; all these processes

tending to fill out and level the surface. It is then

passed or examined for any defects that may have

escaped notice in the first mending. The ends of the

carpet, which are woven without fur, are turned over

and hemmed, preferably by machine. The carpet is

then subjected to a final scrutiny before being swept,

rolled, and dispatched to the packing room or warehouse.

As has been intimated, considerable variety of quality

can be obtained in Chenille Axminster by altering the

pitch and thickness of the fur in the weft loom, or the

beat-up in the setting loom. In practice, however,

competition has centred mainly round two standards

of quality: one about 12 shots of yarn per inch in the

fur, by 3| or 4 per inch beat-up in the setting loom;

and the other about 14 in the fur and 5 in the setting

loom. Extra qualities, however, are also largely made,

and heavy fabrics which give an excellent imitation of

some Oriental carpets.

Chenille carpets have increased enormously in popu-

larity during the past few years; and the cheaper

quality may be considered to have challenged even

Imperial Axminster in the consumer's favour, and
almost to have become the critical fabric of the industry.

The reason for this is not far to seek. The taste of

carpet users all over the world has tended in recent

times more and more in the direction of seamless carpets;

while the demand for piece goods, in body and border,

has correspondingly declined. The evolution of the

Chlidema square, woven in 27 in. breadths with a



70 CARPETS

border matching all round, has been to some extent

the cause of the loss of the piece goods trade; and it

succeeded in retaining the business, though in smaller

bulk, for the 3-4 yd. looms, both in Brussels and Wilton,

and later, in a less degree, for tufted Axminster. But
the breadth square has had to give way before the

seamless square, and in particular before the seamless

Chenille Axminster square. The cheap Chenille fabric

possesses several marked advantages over Brussels and
Wilton, Tapestry, and even over tufted Axminster

breadth squares. It is without seam; it gives a com-
paratively luxurious surface with the absolute minimum
of wool; and it is practically unlimited in colour. Further,

the looms are not expensive to erect and run, and in

this respect the Chenille square has an initial advantage

over the seamless Wilton or tufted Axminster carpets,

which necessitate costly and complicated machinery.

On the other hand, it has its disadvantages. It is not

made in a fineness of pitch which admits of effects of

design obtainable readily in Wilton or even in tufted

Axminster, while, however skilful the setting may be,

there is an inherent tendency to irregularity in the

pattern, which is apt to offend the critical eye. Further,

in the cheaper qualities, which form the great bulk of

the sale, the wearing qualities do not compare favour-

ably with those of, say, Imperial Axminster. These

disadvantages, however, do not deter that numerous

class of consumers which demands an attractive carpet

at a moderate price.
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TAPESTRY

Tapestry is a fabric made alternatively with a looped

pile or a cut pile, which possesses a close affinity to

Brussels and Wilton respectively, in its appearance and

texture. In its method of manufacture, however, it

lias something in common with Chenille, inasmuch as

it is essentially a two-process fabric, while the pattern

is wholly in the surface, and is the direct result of the

preliminary and not of the weaving process. No
Jacquard is used.

In comparison with its nearest competitors,* Brussels

and Wilton, Tapestry is simple in construction, and
economical in the quantity of pile yarn consumed, as

there is only one pile warp-thread carrying the pattern,

as against four or five threads in the two fabrics named.

It also has the advantage of a practically unlimited

range of colours. On the other hand, Tapestry is

expensive in the preparatory processes, and requires a

high degree of technical knowledge and skill.

The underlying principle of the fabric, which was
invented by Mr. Richard Whytock, of Edinburgh, in

1852, is the attainment of the economy of using one

frame of worsted yarn by printing or painting the

pattern on the threads, instead of using five frames,

each of a different colour. Several methods have been

tried for printing the pattern on the warp, such as print-

ing upon the surface either white or dyed, after weaving;

printing the warp threads collectively before weaving;

and printing the warp threads individually. In the two
last named cases the design or part of the design has
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to be printed in an elongated form to allow for the

reduction caused by the insertion of the wires in weaving.

Modern Tapestry manufacture, however, has prac-

tically concentrated upon the last-named method; so

that the others can be disregarded for the present

purpose.
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DESIGN OF TAPESTFY CARPET

In common with other carpet fabrics, the design for

a Tapestry carpet must be put upon squared paper,

which is preferably, at least, of the actual size. There

is no limitation of colour beyond that imposed by con-

siderations of taste and of expense. The pitch of the

carpet varies from 7 to 9 per inch, and the beat-up

about the same; but the average quality is about 8

each way.

The design having been prepared, it passes to the



Fig. 16

DESIGN IN FIG. 15 ELONGATED AS

PRINTED
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printers, who are responsible for colouring the yarns

in such a way that they can be assembled ready for

producing the correct pattern in the weaving. As the

warp carries the whole of the pattern, and the different

colours of the design are printed on the warp threads,

the design must be read lengthwise. Each square on
the design paper represents a loop of the wTarp in the

woven carpet.

The length of colour to be printed on the warp thread

must, of course, bear an accurate relation to the height

of the wire used and the number of wires per inch.

This is a matter of calculation. The length of yarn

consumed in 1 inch is determined. This length, divided

by the number of wires, or loops per inch, gives the

length of warp yarn to be coloured for each wire. Thus,

for a carpet of nine wires to the inch, 3 inches of warp
yarn are required for each inch of the carpet. The length

of each unit of colour to be printed is, therefore,

J in. The mechanism of the printing drum is adjusted

accordingly, and can be varied for different qualities.

The normal yarn used in Tapestry varies in count

from 10s 2 X 2 to 16s 2x3 worsted. It is scoured

and dried, and then wound from hanks on to large

bobbins. A set of six of these bobbins, or more or less,

filled with the white yarn, is placed vertically on a stand

in front of the printing drum; and the six ends of worsted

are attached at equal intervals to a triple thread of

worsted stretched across the width of the drum. The
threads, properly tensioned, pass through guides, and
are wound on to the face of the drum, the guides being

mounted on a rod which is slowly moved laterally in

such a manner that the threads are laid side by side

on the surface of the drum. The revolution of the

drum continues until the whole face is covered, or until

the required length of yarn has been wound. In the
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latter case, fewer bobbins are put on, and the drum is

left partly uncovered. To fill a drum of ordinary size,

then, there will be required 1,176 threads, which will

be obtained from 196 revolutions. Each of the six

divisions is called a hank, and is tied separately. What-
ever the number of threads and length of the hank, the

whole length of the yarn on the drum represents one

warp thread only.

The printing drum is a large roller constructed with

a wooden or tin face supported upon an iron frame

and spokes, the central shaft and external mechanism
being carried upon iron framework. Drums are of

various sizes, varying in circumference from 12 ft. 6 in.

to 40 ft., and in width of face from 18 in. to 72 in.,

capable of carrying from 700 to 1,200 threads side by
side. The most usual width is 30 in. The size of drums
is reckoned by the number of "scrolls" or "types,"

that is, lines of colour, they will carry. These are

commonly 216, 324, 432, 648, 864, or 1,072 scrolls;

but an average size is 648.

An essential part of the drum is the double row of

teeth cut on a metal edge attached to one of the outer

rims of the drum. These are called indices and are

of different pitch, say 648 and 432, corresponding to

one or other of the scrolls. Each tooth is numbered
consecutively, all round the rim; and the indices repre-

sent the total number of scrolls which can be printed,

since the pitch of each tooth permits the drum to

revolve just the width of the scroll pulley. A pawl or

scotcher is arranged so as to engage in each tooth and
stop the drum when required. Before printing, the

drum is covered with strips of oilcloth, which are

removable.

The actual printing or painting of the yarn is effected

by means of the scroll pulley, which revolves in a box



Fig. 17

PRINTING DRUM, COVERED WITH YARN, PARTLY
COLOURED

The arrows show where the repeats begin
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containing the colour, the whole being borne by a

carriage running on rails across the width of the drum
at the bottom of the frame. The colours are made up
by an expert colourist to match the required shades,

and by the admixture of flour and water are brought

to the necessary consistency, which is about that of a

thin paste, so that the colouring matter is dense enough

to adhere, but liquid enough to penetrate the yarn

fibres. In the carriage, the colour roller, which revolves

in the colour, is supported by springs which tend to

give it elasticity and keep it up against the face of the

drum. The carriage is drawn across the drum by a rope

which is mechanically actuated, and, of course, har-

monises with the revolution of the drum. At the end

of each traverse of the colour carriage there is a pause,

which gives the printer time to change the pawl into

the new tooth of the index at which it is required.

The printer is guided in his selection of colours for

each scroll that he prints by the "scale board" and
the " design board."

Scale boards vary according to the pitch of the design

paper, and according to the length of the design, and
the number of times in which a design repeats in one

revolution of the printing drum. Thus, for a design on

squared paper running seven per inch in its length,

the scale board is marked into divisions of seven to the

inch throughout its length, so as to correspond with the

horizontal divisions on the design paper. Supposing a

design repeats four times in the whole revolution, a

quarter board is employed; if it repeats twice a half

board, the total number of scrolls being divided into

four or two respectively. Thus, if the size of the drum
is 648 scrolls and the number of wires in one repeat of

the pattern is 162, the quarter board will have four

vertical columns of figures, running respectively 1-162,



Fig. 18

SCALE AND DESIGN BOARD COMBINED
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163-324, 325-486, and 487-648. The scale board has

a bevel edge, and is preferably arranged so that it can

be moved over the design board and aligned with

the vertical line of the design which the printer is

reproducing.

Fig. 18 represents part of a scale and design board

combined. The numbers along the top indicate the

threads in the design, and the printer may be supposed

to be ready to print the eighth thread. The numbers

on the right-hand side represent the wires in the carpet,

with which the numbers on the scale board and the scrolls

in printing correspond. The design is 216 wires long;

and as the number of scrolls the drum will take- is 648,

the design is repeated three times in one revolution.

The scale board is numbered in three columns; and for

the first, second, and third repeats of the design, the

printer uses the first, second, and third divisions on

his scale.

To minimise the danger of bad effects from a colour

running, the rule is to begin printing with the lightest

shade. In this instance, the lightest colour is yellow,

represented (heraldically) by spots, and it occurs first

at the fourth horizontal line. The printer, therefore,

turns the drum by hand, and puts the pawl in tooth

number 4. He then puts, the mechanism in gear and
prints the scroll in the manner described, following on

immediately by printing a second scroll at number 5.

He then reads further down the eighth vertical line of

the design, and sees that the colour recurs at 10, 11, 18,

19, 24, and 25. He therefore puts the pawl in the

corresponding teeth of the index consecutively and
prints accordingly. When all the yellow squares

corresponding to the first column of the scale board

have been read, he will take the second column, and
print 220, 221, 226, 227, 234, 235, 240, 241 and so on,
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and then those in the third column. The remaining

colours will then follow on in order of their delicacy.

When the printing of a drum has been completed,

the next process is scraping. The scroll pulley in the

act of printing always conveys more pigment on to the

yarn than is needed to colour it, a little wall of material

being left on each side of the path of the roller. This

has to be removed, or it would smudge. This is done

by means of small vulcanite tools, bevelled to a blunt

edge, from i in. to 2 in. wide, the operator being aided

by a steel bar fixed across the face of the drum as a

guide. Scraping has, however, a further purpose

3
Fig. 19

A SCRAPER

beyond the removal of superfluous colour, and one no

less important; for by skilful pressure and rubbing, the

colour is caused to penetrate more deeply into the yarn.

The yarn, having been printed and scraped, has now to

be taken off the drum; a process known as " stripping."

The threads are looped together in hanks, and numbered
with a ticket to show which thread each represents in

the design. The drum is so constructed that a section

of it can be drawn inwards upon a telescopic arm of the

drum frame. The yarn is thus released from its tension

round the drum face; and the strippers, inserting long

sticks under the oilcloth, lift it and the yarn clear of

the drum. One side of the frame which carries the

drum shaft is made removable to enable the yarn to

be taken away.

The long hanks are then ready for steaming. They
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as possible upon latticed frames filled fi {
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with oat-husks. The frames are then

run into an iron-walled steam-chest,

which is securely closed, and into

which steam is turned at high

pressure. The effect of the steam

pressure and heat is to fix the

colours on the yarn. The operation MM WM$
takes about half an hour. Some
makers prefer to put the hanks

into net bags for steaming, or

to lay them on network frames,

without the bran. But the first

method described is probably the

best, as the bran tends to absorb

the superfluous colour, and prevents

it from dripping from one hank on

to another.

After steaming, the hanks are

thoroughly rinsed, preferably by a

large rocking arm fitted with a

hook, in cold running water. The
yarn is then partly dried in a hydro-

extractor and finished in a stove.

Each hank is then wound on to

large bobbins, which are numbered
so that the setters know to which

part of the design each belongs.

The next process is setting. The
object of the operations up to this

point has been to make a set of Fig. 20

warp threads which contain the printed threads
pattern of the carpet in an elongated set for winding
form in such a way that, when on to the beam

a
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woven in the loom, the loops as seen in the carpet will

accurately reproduce the design. It is the business of
the setters to arrange the threads alongside one another

FIG.

Fig. 21

20 AS . WOVEN

in proper order and dressing so that they form the
pattern, and to wind them thus arranged on to the warp
beam.

The warp beam is at one end of the setting frame;
the bobbin-stand, which moves on pinion feet upon
a rack, at the other. The bobbins having been set

in proper order on the vertical pegs in the bobbin

Fig. 22

STRUCTURE OF TAPESTRY CARPET
W, Wires

frame, the ends from them are led between guide rails,

through a sley, through two halves of a clamp, over
the setting table, through another sley, and a second
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clamp, on to the warp beam. In the first instance,

the setters hold down the yarn in the clamp next to

the warp beam. They then adjust and manipulate

the threads over the setting table, which is marked with

horizontal lines, in accordance with the pattern. The

JiMMMMMM
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Fig. 23

MEDIUM TAPESTRY CARPET

A, Chain; B, Pile warp; C, Stuffer warp; E, Weft

other clamp is then screwed down, the first one unscrewed,

and the yarn wound on to the beam, the bobbin-stand

moving forward along its rack up to the setting table.

This operation is continued until the whole of the yarn

has been wound from the bobbins on to the beam,
which is now ready to be put into the loom and woven.

Fig. 24

TAPESTRY VELVET. 3-SHOT

The method of weaving is substantially the same as

with Brussels; and except for the pile warp beam,

which is generally placed high up at the back of the

loom, and for the absence of a Jacquard, the mechanism
of the loom is not dissimilar. There are three heald-

frames: two for the two halves of the cotton chain, and
one for the stuffer and the pile warp, the jute and
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worsted being threaded through two eyelets, one below

the other. The Tapestry loom is run at rather a higher

speed than the Brussels, the Moxon or switch principle

of wire motion, which is generally adopted, tending to

make this possible. A double stuffer, that is, two ends

B —y
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Fig. 25

TAPESTRY VELVET
A, Chain; B, Stuffer warp; C, Pile warp; D, Weft

of jute, of 14 lb. or 16 lb. count, to each reed, is used for

an average quality; and a treble stuffer where greater

weighty is required.

Tapestry,velvet bears the same relation to the looped

babric as Wilton does to Brussels, the essential difference

feing the use of a knife-ended wire, instead of a round
wire. The use of three weft shots per row of pile is not,

however, the almost invariable rule in Tapestry velvet,

that it is in Wilton.

1**1 *'! I**! I"*! I*'l

Fig. 26

TAPESTRY VELVET. 2 SHOTS IN THE GROUND

A three-shot fabric is, of course, more expensive to

make than a two-shot; and there is also the consideration

that, unless the pile is pretty high, the double shot on
the top will tend to make the surface grin. The method,
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therefore, of using a double shot in the ground is

sometimes adopted. (Fig. 26.)

The Tapestry branch of the carpet trade has naturally-

passed through a development similar to that of other

makes, in that it has found the demand passing from

piece goods to sewn breadth squares, and from them
to seamless carpets; and it has progressed accordingly.

The greater part of the Tapestry trade at the present

time is done in squares, and the enquiry for carpets

9 ft. and 12 ft. wide seems to be a growing one. This

tendency throws additional burdens on the manu-
facturer. Square carpets involve more designing and

more printing than piece goods; and the amount of

preparation required is a very serious item. Before

one complete carpet can be produced, preparations

have to be made for from 200 to 300, or, in the case of

medallions, double the number. That is one of the

disadvantages of the manufacture; a further defect is

inherent in the fabric. However accurately and care-

fully the processes of printing, scraping, setting, and
weaving may be carried out, the transition from one

colour to another cannot be made quite sudden and
complete. The colour will appear to have run; and the

shade which belongs to one wire will tend to trespass

on to the next. This means that with Tapestry it is

never quite possible to produce the clearly-defined

pattern effect, which is produced in Brussels and Wilton,

and which is naturally looked for in all fabrics of

moderately fine pitch.

Apart from this, the Tapestry carpet has much to

commend it. It can be produced and sold at a moderate

price; it can be made seamless, and it has great poten-

tialities of design; while, for those who like plenty of

colour, the range of shades available is practically

unlimited.
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INGRAIN

The kind of carpet that is variously called Kidderminster,

Scotch, or Ingrain, differs considerably from any of the

carpets hitherto described. Perhaps essentially, and in

regard to texture, it is most akin to hand-woven Tapes-

try, having a flat ribbed surface, without tufts like

Axminster or loops like Brussels.

The original type of this carpet was the ingrain or

Fig. 27

TWO-PLY IN WARP AND WEFT. SECTION THROUGH WARP

A & B, Warp threads of different colours
X & Y, Wefts of corresponding colours

"Two-ply Super/' It was made with a worsted warp
traversed by a woollen weft, and was woven in pieces

1 yd. wide. The worsted warp was coloured generally

to match the weft, for which two, three, or four shuttles

were employed. The design and colour effect depended

upon the working of the weft, though the incidental

appearance on the surface of the warp threads, which

were harmonious or neutral in shade, did hot disturb

the pattern. There were 1,088 warp ends for a full

super warp to the 36 in. width of fabric, two to each

reed, equal to 544, or a pitch of about 15 per inch;

while the beat-up contained 14 pairs of weft to the

inch, that is, 14 above and 14 below. This fineness

86
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of pitch and beat-up admitted of delicate and ambitious

designing, and of clever and artistic effects in spite of

the limitation of colours. The writer has seen an

American Ingrain carpet, date about 1893, representing

the landing of Columbus, which was admirably drawn
and shaded, and at a little distance might easily have

been mistaken for a hand-made Tapestry.

The Ingrain carpet was made in large quantities at

one time in the 36 in. width in Scotland, the North of

England, and in the United States, but is more or less

obsolete at the present time, having given way before

other types.

Developments have been in various directions, differ-

ent manufacturers having pursued different improve-

ments in looms or in textures; but the tendency of the

development has been mainly in the direction of rather

heavier fabrics and wider looms. There are at least

as many as twenty different qualities in this branch of

the carpet trade at the present time, varying from each

other in more or less important particulars. It must
suffice, however, to describe one or two of the fabrics,

illustrating variations of the Ingrain principle, the

original type of which has been indicated above.

Of recent years there has been a considerable demand
for plain colours, and these can be made either in the

twill or the plain weave. In these fabrics both warp
and weft are dyed, with the object ol obtaining a solid

effect. For a twill, four gears are required; but the

plain or " Oatmeal " surface can be obtained from two.

For two-colour effects, there are double warps, one

of each colour, each warp working with the weft of the

same shade. A two-ply carpet is thus formed in such

a way that the design shows on each surface but with

the colours reversed.

Alternatively, a two-colour effect can be produced
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from wefts of two shades only, working with a black

or neutral chain, the pattern being obtained entirely

from the appearance on the surface, above the chain,

of the dyed weft.

Fig. 28

TWO-PLY WARP AND WEFT; 4 COLOURS IN EACH

Warps: A, Black; B, Red; C, White; D, Olive

Wefts: A, Black; B, Red; C, White; D, Olive

Where a more ambitious colour effect is desired, four

warps, each of a different colour, can be employed

instead of two pairs. These, combined in different ways
with four wefts of various colours, obviously give scope

for a great variety of shade and design.

Fig. 29

THREE-PLY WARP AND TWO-PLY WEFT. SECTION THROUGH WARP

A, Black stuffer warp; B, C, D, E, Coloured warps;

W, X, Y, Z, Wefts of same colours as B, C, D, E

The so-called Art Squares—not a very satisfactory

name—are generally made with two coloured warps,

one cotton chain, and one jute stuffer beam. The design

is operated, as, of course, in many other kinds of loom,

by a Jacquard mechanism. The blanks or perforations
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in the pattern cards cause some of the chain threads to

be lifted up while others are left down, the space between

them forming the shed, through which the shuttle

passes, carrying the weft. Where the chain ends only

are lifted, the weft will show; where the stuffer is raised,

it will cover the weft. There may be three or four

shuttles, each carrying a different coloured weft, and
one or other of the wefts will appear on the surface of

the carpet all along the shot, while the remainder will

remain hidden. Sometimes one shuttle carries a cotton

weft.

In some weaves the black stuffer is occasionally

brought to the surface so as to obtain an additional

effect, or, alternatively, a two-colour chain warp is

employed, without a stuffer.

A more complicated variety of weave can be made
with three sets of warp threads, each of two colours,

alternately, and six wefts correspondingly coloured.

Fig. 30

THREE-PLY WARP AND WEFT

A, B, C, D, E, F, Coloured warps; U, V, W, X, Y, Z, Coloured wefts

This produces a fabric of three textures, which are

fastened to each other at the point of interchange.

If, therefore, the design should involve a large area of

one colour or effect, this area is apt to be loose and
baggy, covering a pocket, which is not attached to

the rest of the fabric. This defect, however, can be

7—(1461b)
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overcome by utilising one of the warps or wefts to act

as a binding thread.

As has been intimated above, modern developments

of Ingrain carpets have tended in the direction of wide

seamless carpets, in which respect the fabric is on the

same lines as other classes of carpeting. The bulk of

the trade now lies in the wide carpets, and comparatively

few breadth goods are woven. The modern Art Square

loom is a fine piece of mechanism, inspiring admiration

with its comparatively small Jacquard, its mass of

cordage, and its ingenious co-ordinated motions.

Modern developments of fabrics have also been in

the direction of heavier goods and coarser pitches.

Most qualities now being made contain 1,088 warp ends

to the yard, in stuffer and chain combined. The yarn

now used is heavier, as it has been realised that a carpet

needs weight, both for the sake of wearing qualities, and
in order that it may lie well on the floor.

The preliminary and final processes in the manufacture

of Ingrain carpets are substantially the same, as regards

winding, beaming, finishing, etc., as for other fabrics;

and these have been already described. Mention may
be made, however, of a warping mill for preparing the

warp beams for wide carpets. The yarns are wound from

bobbins fixed in a frame, in some convenient multiple

of the number of ends required, on to a large reel frame

or warping mill, which revolves on either a vertical or

horizontal axis. This frame has a diameter of about

12 ft., so as to enable a long length of warp to be wound
upon it. When the required number of ends of the

desired lengths have been wound, they are unwound
from the reel on to a beam, which can be fitted into the

beaming machine, and detached again, so as to go into

the loom. The beaming machine is adjustable to take

different widths of beam.
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Compared with some carpet fabrics, Ingrain must
take a modest place. The effects of design and colour

of which it is capable are limited; and though, in theory,

the combination of three or four wefts, with as many
warps of similar or different colours, gives an almost

indefinite potential number of colour combinations, yet

in practice these have their limits. It will be generally

conceded that Ingrain carpets are most effective in

simple and severe designs, using few colours. Nor can

it claim to be a luxurious carpet to tread upon. Even
the heaviest Ingrain lacks the resiliency, which the

looped pile gives to even a cheap Brussels or Tapestry.

On the other hand, it can be very artistic within fts

limitations; and it has the merit of being made in wide

seamless carpets, and of these carpets being clean in

wear and easily handled.



CHAPTER XI

DESIGN AND COLOUR

Carpet designing is a branch of Applied Art which

makes exacting demands upon its adherents, requiring

as it does technical knowledge to an exceptional extent.

The average designer who ventures into this field,

however high his artistic ability may be, is not likely

to achieve a practical success, unless and until he has

studied the particular capacities and limitations of

carpet fabrics. For this reason, the public carpet

designer is more or less of a specialist in his domain,

which is rarely invaded unless by such exceptional

craftsmen as the late Walter Crane or Voysey. Similarly,

and because there are so many varieties of carpet

fabrics, requiring special knowledge and treatment,

all carpet manufacturers maintain private staffs of

designers, whose business it is to produce new patterns

for each season and quality in accordance with the

commercial requirements. For the manufacturer has

to be governed to a great extent by the tastes and
inclinations of his customers, the carpet dealers, and can-

not afford to be too enterprising in initiating novelties,

while the carpet dealer, in his turn is, as a rule, rather a

follower than a leader of the public taste. The com-

mercial standard has, therefore, been to some extent

a hampering influence upon the progress of carpet

design towards perfection, but it is certainly less so

than in the past. For it has been modified of recent

years by a new tendency, which, however, is not one

of unmixed advantage to the manufacturer.

92
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This tendency may be expressed as the intervention

of the consumer. Scarcity of materials during the war,

and the consequent obligation of carpet dealers to accept

what they can get from manufacturers has, temporarily

at any rate, modified the influence of the individual

buyer of carpets upon carpet design and colour; but

previous to the war it had become a factor to be reckoned

with. There were, and are, many householders possessed

of definite ideas upon arrangement of design, combina-

tion of colour, and harmony of decoration; and these

ideas often germinate in suggestions or demands con-

veyed through the dealer to the manufacturer for single

carpets of special colouring or arrangement. Often

these suggestions prove to be more original than effective;

but often they lead to effects both artistic and saleable.

This critical and creative spirit on the part of the

individual is not, therefore, to be despised by the

technical expert. It encourages novelty, and tends

towards the evolution of new ideas in design and colour,

and a liberation from an excessive dominance of the

commercial standard.

From whatever source, however, the carpet manufac-

turer obtains his ideas for a design, it is by his expert

staff, or by a professional carpet designer, that the ideas

must be reduced to a practical form. And the technical

preparation of designs for carpets is as full of difficulty

as it is of interest. As has been indicated, the various

makes of carpet differ from each other in many respects,

including that of pitch, or number of threads or rows

per inch. They all, however, have this in common,
that, anatomically so to speak, as regards design, they

are reducible to squares of colour. For this reason,

ruled or point paper is always employed in the pre-

paration of the design, and preferably paper ruled so

as to represent the full size of the woven fabric. The
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designer, therefore, may not represent the curved out-

line of a leaf, for instance, with a bold sweep of his

brush, but must paint it carefully, square by square,

leaving actually an outline, which is more or less jagged

according to the coarseness or fineness of the pitch.

Here, at once we recognise a limitation which is apt to

be irksome to the untrained designer of carpets. And
what applies to form applies also to colour. There is

no imperceptible graduation of shade to be achieved.

Each particular square has to be of one colour and no

more. Again, the designer must consider the number
of colours he is allowed to employ, be they two or a

hundred; and must know whether they can be used

anywhere or only in restricted places in the pattern.

Then there is the consideration of the repeat, with the

mysteries of the straight match, reverse, drop and
half drop; of the width of the fabric, body and border;

and of the various adjustments of design required for

carpets of different sizes, whether breadth goods,

Chlidema squares, medallions, or seamless. Last, there

is the real artistic imagination that is required; the art

of seeing from one repeat how a complete carpet will

look, of estimating the difference in appearance between

the flat colour on the paper and the richness of the wool;

of the variation in value of the same shade in collocation

with this or with that. From the above it will be

seen that the successful carpet designer has to be both

craftsman and artist.

The finished coloured design passes into the hands of

the colourist, who, whatever be the nature of the

subsequent manufacturing process, will have the res-

ponsibility of selecting the coloured yarns to go into

the fabric. These will normally, in the first instance,

follow the main lines of the shades of the design paper.

Then the travellers' samples are made; and in some
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fabrics even, where pattern making is not practicable,

whole carpets or sets of carpets are produced. Some
idea can thus be obtained of the expenses to which

carpet manufacturers are put in the preparation of new
designs and colourings (which, in pre-war times, used

to be done annually, and even more often) before a

yard of carpet is sold to recoup them.

The carpet designer and colourist must have strict

regard for the limitations of his medium, and in par-

ticular the limitations of pitch and of colour. He must

know how to employ in the most effective manner,

thirty shades or three, and what treatment is best for

a floral design or an Oriental, in a fine or a coarse pitch.

Of course, the same laws of colour harmonies and
contrasts hold good for the carpet colourist, as for the

artist in any other branches of applied art; but the

carpet artist has his own particular problems, such as

those that have been indicated, and such as arise, for

instance, from the fact that carpets have wool surfaces

and lie on the floor, and therefore bear quite a different

relation to the decoration of a room than curtains or

ceilings.

Carpet colourings, apart from plains, may be analysed

into self-colour effects, two-colour effects, and effects

of three or more colours.

Self-colour or tone-on-tone effects adapt themselves

more easily to a scheme of decoration than carpets

containing contrasted colours. It seems to be a fact

that the carpet is about the last thing to be thought of

in a scheme of decoration. It need not be discussed

whether it ought to be so or not. The wT
alls, curtains,

tiles, etc., are decided upon before the question of the

colour of the carpet arises. In such a case, if a har-

monious effect is to be ensured, there may be little choice

left in the matter; and a self-coloured carpet may be
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either the easiest way out of the difficulty, or an artistic

necessity. Certainly it is easier to furnish to; and, if it

does mean a certain want of ambition in the decorative

scheme, it is simple and satisfying.

Self-coloured carpets are also eminently suitable for

small rooms, especially bed-rooms, on the one hand,

and for theatres and music halls on the other, perhaps

because one colour is more restful than several.

The number of shades used varies from two to five,

according to the simplicity or boldness of the design.

More than five are certainly undesirable, as it becomes
impossible to get steps of shades without approaching a

white at the top and a black at the bottom; and, indeed,

some of the most effective self-colours are made in three

shades only.

Two-tone effects of contrasted colours are not greatly

used. They are sometimes employed in small designs,

with two colours only, or three (one and a contrasting

pair), but more often in bold designs of the Empire,

Adam, or Wedgwood style, with three or four shades

of one colour, upon a ground, or working against a pair

of shades, of another; but effective combinations on

these lines are rare.
,

By far the largest proportion of carpets made are

multi-coloured; and nearly every style and fabric is

adaptable to treatment in this way.

It is impossible to deal properly with the question of

many-coloured carpets except at great length; but, as

a basis, it may be useful to remember that there are only

three primary colours, and that in every multi-coloured

carpet there should be represented some fed, some
yellow, and some blue. That is not saying that these

should be primaries. The red may be a terra-cotta,

the yellow a tan, the blue a slate. But if you have

forty shades in a carpet they can all (except, of course,



DESIGN AND COLOUR 97

black and white) be scientifically analysed into reds,

yellows, and blues, even if some of them are secondaries

or tertiaries. That is to say, that, according to its

collocation, a purple will be acting either as a blue or as a

red, a green either as a yellow or as a blue, and so on.

It follows, therefore, that in practice the carpet designer

or colourist who has a large range of colours at his

disposal will arrange them in sets : a tan with a cream,

three blues, two reds and a ruby, and so on.

From this point of view, the manufacturer of Wilton

is not so hopelessly outclassed by the maker of Axminster

and Chenille. With his five or six colours, irrespective

of planting, he can produce an effect which is satisfying,

and artistically perfect; though he may have to use one

shade, where two or three would give additional softness

and richness.

Much, however, depends on the nature of the design;

and it is obvious that if it is desired to represent, say,

a flower in a naturalistic manner, the fabric that com-

mands a large number of colours, combined with a

reasonably fine pitch, will come off best.

A dictum of that eminent art-critic, Owen Jones,

may perhaps be appropriately quoted at this point.

In a lecture on Decorative Art he writes—
" Carpets should be darker in tone and more broken

in line than any portion of a room, both because they

present the largest mass of colour, and because they

serve as a background to the furniture placed upon
them. As a general rule, lighter carpets may be used in

rooms thinly furnished than the contrary, as we should

otherwise have too overpowering a mass of shade."

All ornament, according to the source and principle

of its design, may be classified as either geometric,

naturalistic, or conventional. Ornament of the first

class consists of apparently arbitrary arrangements of
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circles, squares, spirals, or intersecting lines, or repeti-

tions of simple figures. It is the natural form of

expression of primitive art, as employed by savages or

found on prehistoric lemains; but it has been developed

in some style, as, for example, the Moorish, into elaborate

and beautiful patterns. Naturalistic ornament is that

which is closely based upon natural objects, especially

flowers and leaves, which are coloured as closely as the

limitations of the material permit. Conventional orna-

ment, which may probably be regarded as the highest

class, is based upon observation of nature; but the

natural forms are not slavishly copied, but conven-

tionalised, in the sense of being selected and simplified,

and adapted to the decorative purpose in view.

This classification holds good of carpet design, as for

other domains of applied art; and it may be interesting

to trace the development of the fashion of carpet

decoration with this classification in view.

The geometric style is characteristic of the youthful

days of British carpets, and was at its zenith in Early

Victorian times. Designs of this class, rather elaborate

than simple in drawing, were associated with bright and
strongly contrasted colours, while black grounds, at

once the most effective and the most difficult of all

ground shades, were greatly in vogue. It is interesting

to note that of late we have returned to the use of

black, for many years an outlaw colour; though it is

employed now in a more artistic manner than it was
sixty years ago.

With the later Victorian times is associated the

development of the naturalistic style in carpets as in

other decorative fabrics; flowers, singly or in bouquets,

being depicted in bright colours as near to Nature as

the technical limitations permitted. This style may
perhaps be regarded as flourishing until gradually
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checked or sobered by conventionalising influences, and

notably that of William Morris, to whom, indeed, it is

not too much to attribute a revolution in the decorative

point of view. But this revolution was both slow and
partial; and the naturalistic style, founded, as it is no

doubt, upon a love of Nature innate in man, is tob

deeply rooted ever to lose its popularity completely.

It is still with us. And why not ? Flowers, though

not meant to be trodden under foot, are round about

our feet; and they make a double appeal to the carpet

designer of intrinsic beauty, and of fitness for ground

decoration. A green ground carpet with pink roses,

as near as may be to life, represents no doubt

something of the aspiration of the dweller in town for

the country; and who shall say that it is unworthy ?

Owen Jones is again worth quoting in this connection,

even if his strictures seem excessively severe. He says

—

" I will say no more on the floral style, but to express

a regret that, the more perfect the manufacturing

process in carpets becomes, the more do they (the

carpets) appear to lend themselves to evil. The modest

Kidderminster carpet rarely goes wrong, because it

cannot; it has to deal with but two colours, and conse-

quently much mischief is beyond its reach. The
Brussels carpet, which deals with five colours, is more
mischievous. The Tapestry carpet, where the colours

are still more numerous, are vicious in the extreme;

whilst the recent invention of printed carpets, with no

bounds to its ambition, has become positively criminal."

But the supremacy of the naturalistic style long since

passed away, and gave place towards the end of last

century to the conventional. There was a very definite

movement in this direction, arising perhaps in the first

instance from the Morris influence, but carried forward

notably by The Studio, the Arts and Crafts Exhibition,
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and by such artists as C. F. A. Voysey, Walter Crane,

G. C. Haite, Arthur Silver, and many others.

The conventional style is particularly suitable to

carpets, in that it possesses great decorative possi-

bilities, and continually reminds the occupant of a

room of beautiful objects in Nature, without deliberately

challenging, as in the naturalistic style, comparisons,

which can only be disadvantageous. This style reached

the summit of its popularity about the first years of

the century and has since declined, though it is by no

means extinct. Its decline may be regretted, if only

for the reason that it is one of the very few styles of

design in carpets which can claim to be distinctly

British.

It left behind it a successor, however, which enjoyed

a few years of public favour. This is the tapestry or

verdure style, wherein flowers, fruit, and leaves are

treated in a half-conventional manner, generally on a

well-covered ground. This really stands half-way

between the naturalistic and the conventional styles.

It may be the joint offspring of the two, a more exuberant

Morris type, or a more chastened floral chintz; while it

seems not unlikely that it was introduced from Germany,
where it was certainly very popular at one time.

Then we passed into an era of reproductions.

Examples of masterpieces of decoration, and especially

those of Oriental art, have always, and rightly, been

studied by carpet designers, and frequently reproduced

by carpet manufacturers in the past; but never to

such an extent as duiing the years preceding the war.

The carpet trade of that time was dominated by the

cult of the antique Eastern carpet; and a very large

proportion of the production of British carpets was
upon Persian and Indian styles, while subsequently the

Chinese came in for marked attention. From one point
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of view, this was all to the good; for the birthplace of

the carpet was the Orient, and old Eastern carpets are

classics, just as the works of Homer, Vergil, Handel,

or Velasquez are classics. Competition among manu-
facturers was keen; and close and beautiful reproduc-

tions of the best antique Oriental carpets were offered

to the public, distinguished in design, soft in colouring,

and lending themselves readily to harmonious schemes

of decoration.

But from another aspect this era was less satisfactory.

The masterpieces of Persia and Asia Minor, so eagerly

sought out, were not studied as models, to be adapted

to modern ideas and requirements, as inspirations, or

bases for new effects. They were apt to be slavishly

copied, line for line and shade for shade, as far as the

limitations of the machine-made fabric permitted.

A manufacturer would boast: " This is an exact repro-

duction of the famous carpet of so-and-so, made in the

fourteenth century "
; not: " This is a beautiful carpet,

Persian in feeling/' This sort of thing did not make
for progress, nor for originality and initiative in the

design, but led to a certain monotony and arrested

progress, though the beauty of the productions was
incontestable.

The next stage in the development of carpet design

was very interesting. A slight, but inevitable reaction

set in against the dominance of close reproductions' of

Persian and other carpets of the Near East. Carpets

in the characteristic decorative styles of other countries,

and of other ages, were attempted. The Far Ease

furnished the first departure from the Persian riomiria-

tion; and the rich stores of Chinese and Japanese

ornament were drawn upon, with very satisfactory

results. Then the carpet manufacturer and designer

struck out more boldly, and invaded any land or period

\ ,
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whose particular style of decoration could be converted

to the artistic purposes of the industry. Louis XIV,
Louis XVI, Rococo, Italian Renaissance, Empire, Adam,
Georgian, Queen Anne, and other periods were laid under

contribution; and it was no less a clear demand on the

part of the dealer and the public (to whose share due
credit must be given) than a point of honour with the

manufacturer, that every design should be pure and
true to its particular style. This involved knowledge

and study, and tended to restore the designer and
colourist to his proper position as a creative artist from

that of a mere copyist, to which he had been in some
danger of sinking.

The Futurist, Cubist, Vorticist movement, whatever

its effect has been in the world of Fine Art, has had
but little influence upon carpet design and colour.

But perhaps this is yet to come.

There has been one more stage in the development

of carpet design, which may be regarded as a part of,

but slightly different from, the period-study stage.

This may be called the Archaeological. The art of

Greece and Rome, apart from the superb acanthus

scroll, has left little that lent itself to carpet decoration;

but older civilisations have been drawn upon; and the

finely conventionalised ornament of Ancient Egypt,

Chaldea, and Assyria, has been utilised in harmonious

and dignified carpets. Nor is this tendency likely to

be arrested, as long as fresh fields can be found that

will repay exploration.

All this is, extremely healthy and stimulating for the

industry. It involves study and effort and originality;

and it makes for real progress. The consumer of carpets

has been growing more discriminating, just as he has

been growing more eclectic. His taste is varied: he

may buy a Hamadan design or a Celtic; but he will
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want it pure in style, and well coloured. He is interested

in a little archaeology; but he likes a sound design better

than archaeology, and finds a good colouring more
important still.

What developments the future holds in store it is

impossible to say. It may be that we shall have a

reaction from this eclecticism, this cosmopolitanism of

taste, to a more insular vogue; that we shall even

evolve a Twentieth Century British style in carpets as

characteristic as the Egyptian or the Renaissance.

Meanwhile, some indication has been given of the

steps by wrhich the carpet trade has reached the high

and varied standard of excellence in design and colour

which it enjoys to-day.



CHAPTER XII

STATISTICS

The British carpet manufacturing trade cannot claim

to compare in size with the larger industries of the

country; but the figures which follow will give some
measure of its extent. It should be premised that,

owing to the disturbance of the industry caused by
war conditions, it is necessary to go back to 1913 to

obtain figures which can be regarded as approximately

normal.

There are forty-five firms engaged in the manufacture

of carpets, of whom eleven are located in Scotland,

nine in the North of England, eighteen in Kidderminster

and district, and seven in other parts of the country.

Kidderminster is thus, both in the number of manu-
facturers, and in its productive capacity, the most

important centre of the trade.

There are about 4,500 looms of various kinds and
widths in the whole trade, of which number Brussels

and Wilton looms, Chenille, and Tapestry each con-

tribute about 25 per cent., Axminster 17J per cent.,

and Ingrain, hand-tufted, and sundry looms the balance.

The total number of employees in the trade before

the war was 36,000, of which rather more than one-

quarter were male. During the war the total was

reduced to about 50 per cent.

The average annual consumption of wool may be

taken as about 8,000 tons; which, estimating a fleece as

about 61b. in weight, represents the wool produced

yearly by 3,000,000 sheep.

The consumption of jute was from 15,000 to 20,000

tons; of cotton about 13,000 tons; of linen 8,000 to

104
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10,000 tons ; and of coal about 100,000 tons per

annum.
The export trade is an important branch, as will be

seen from the following tables for 1913 and 1918, printed

here by the courtesy of the Kidderminster Shuttle—
CARPET EXPORTS

(In the following details of Carpets, Rugs are included.)

Quantities for Twelve Months ended—
December, 1912. December, 1913.

Germany . 122,400 91,200
Netherlands

.

339,100 402,300
Belgium 68,900 55,200
France 71,900 63,700
Spain and Canaries 71,300 47,300
United States 142,000 137,300
Chili . 419,400 338,700
Argentine Republic 391,500 409,000
Australia . 1,704,700 1,821,300
New Zealand 555,400 521,500
Canada . 2,730,300 2,569,300
Other Countries . . 2,194,900 2,146,100

Total Square Yards . 8,811,800 8,602,900

CARPET EXPORTS
Value for Twelve Months ended-

December, 1912. December, 1913

£ i
Germany 37,982 27,853
Netherlands 60,161 72,544
Belgium . . . 11,009 9,858
France 18,455 17,757
Spain and Canaries 16,569 8,193
United States 55,634 60,688
Chili .... 54,809 50,938
Argentine Republic 72,879 72,027
Australia 296,664 334,137
New Zealand 89,972 91,110
Canada 450,119 449,101
Other Countries . 341,277 342,718

Total . . £1,505,530 £1,536,924

8—(1461b) 20pp.
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CARPET EXPORTS
Quantities for Twelve Months ended—

December, 1917. December, 1918.

Netherlands 280,300 1,000
France 113,200 183,100
Spain and Canaries 54,600 32,300
United States of America 298,900 89,900
Chile .... 114,100 152,200
Argentine Republic 228,000 218,900
Australia 851,800 852,500
New Zealand 222,100 97,700
Canada 886,900 239,800
Other Countries . 1,482,900 1,151,000

Total Square Yards 4,532,800 3,018,400

CARPET EXPORTS
Value for Twelve Months ended-

December, 1917. December, 191

£ £
Netherlands 88,307 502
France 55,368 120,982
Spain and Canaries 17,008 14,803
United States of America 190,572 71,790
Chile .... 30,076 63,512
Argentine Republic 71,915 95,237
Australia 237,634 330,287
New Zealand 58,937 36,260
Canada 206,658 70,120
Other Countries . 418,432 470,898

Total . . £1,374,907 & ,274,391

CARPET IMPORTS
Square Value.

Yds. £
Imports of Carpets and Carpet

Rugs, 1912 . . . 1,854,599 687,026

Imports of Carpets and Carpet
Rugs, 1913 . . . 1,965,000 698,371



CHAPTER XIII

EMPLOYERS AND EMPLOYED

Carpet manufacture, as already explained in the

foregoing pages, comprises a good many different

processes and fabrics; and it can be readily understood

that the making of Wilton carpets, for instance, may
require not only a different plant and staff from those

needed for Ingrain or Axminster, but even a different

manufacturing and selling policy. From these and
other considerations it comes about that, in practice,

carpet manufacturers are inclined to specialise in one

fabric, and to restrict themselves to making two or

three, though this is not to be regarded as by any

means an invariable rule. As a result, the interest in

any one fabric will be found to be confined to a limited

number of manufacturers, and not to be extended over

the whole trade; while nearly all manufacturers are

interested in more than one fabric.

In default of any general association of carpet manu-
facturers, the tendency in the past has been for the

whole or the large majority of manufacturers interested

in a fabric to form an Association for the control of

qualities and prices in that fabric only. Thus, A, B, C,

and D make Axminster carpets and form an Axminster

Association; B, C, D, and E are members of a Brussels

and Wilton Association; A, C, E, and F of a Tapestry

Association, and so on.

As a matter of fact, there have been in existence for

a good many years a Brussels and Wilton Carpet

Manufacturers' Association, working in close co-opera-

tion with an Axminster Association, and a Victorian
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(Chenille) Association; while the makers of Tapestry

carpets have an organisation of their own. Of recent

years, another body was added, the Carpet Manu-
facturers' Federation, whose special function was the

control of the lower qualities of Brussels and Wilton,

which the existing Brussels and Wilton Association did

not claim to regulate.

The organisations enumerated comprise the large

majority of the makers of the various carpet fabrics

concerned; and they have controlled the prices and
terms obtaining in the trade on the whole in a very

effective manner, though subject always to the some-

what disturbing influence of the manufacturers remaining

outside the Associations. Of these, however, the greater

number have habitually followed the standard of prices

and selling conditions set by the Associations.

On the whole, then, these trade organisations have

done good. work. Certainly they cannot be accused

of greediness in advancing prices too quickly or too

much, or of undue stringency in conditions of sale.

The value and amount of control exercised by these

Associations have been partly conditioned by their

mutual relations. Intercommunication between the

different bodies and joint meetings has already con-

tributed to the solution of some difficulties common
to the trade; but more might be done in this direction.

No doubt an ideal organisation would be an Association

of the whole industry, with sections for each branch

of it.

The work of the Associations has included the standard-

isation of a certain number of qualities in various fabrics;

and, indeed, without such standardisation the fixing of

prices in a satisfactory manner is almost an impossibility.

In the interests of all concerned, including, it may be

confidently asserted, both the carpet dealer and the
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ultimate consumer, this standardisation, coupled with

a reduction in the number of qualities produced, might

very well be extended. The trade has been unneces-

sarily complicated in the past by the existence of

qualities differing from each other by a small percentage

of value, and puzzling to the buyer. Carpet manu-
facturers are themselves partly to blame for this multi-

plication of fabrics, the outcome of an extravagant

competition, involving needless expense in production,

which fell, of course, ultimately upon the consumer.

War conditions have made a clean sweep of many of

them : it is to be hoped that they will not recur.

The carpet industry was from the first a great sufferer

from the state of affairs brought about by the declaration

of war. In the early days, cancels and a suspension of

orders necessitated a recourse to short time; while later,

as a so-called " Luxury Trade," it did not seem likely

to meet with much consideration at the hands of the

authorities in respect of protection given to its personnel,

or of the provision of adequate raw materials. These

difficulties brought carpet manufacturers closer together

than before; and committees lepresenting the whole

trade were formed for the protection of its interests in

the above connections.

Ultimately, when the question of the rationing of

wool and other raw materials necessary to the industry

became paramount, a Committee of the trade was
formed, entitled the Carpet Trade Rationing Committee.

This Committee was recognised by the War Office,

and responsible directly to the Wool Control Board.

Since June, 1917, it was occupied with the allocation

of wool to spinners, and of worsted and woollen yarns,

and subsequently jute, to carpet manufacturers. The
distribution, of course, depended upon the amount
allotted to the carpet trade by the Wool Control Board,
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and had to be made with due regard to the needs of

carpet manufacturers, their pre-war consumption, their

stocks, etc. It was an arduous and invidious task; and
the fact that it was carried through with scarcely a

complaint, and that, in spite of severe shortage of

material at times, no firm was ever obliged to shut

down, reflects great credit on all concerned.

Labour was represented on this Committee by one

member from each branch of the Carpet Trade Unions,

in Scotland, the North of England, and Kidderminster.

The publication of the Whitley Report brought

general recognition that effective co-operation of

employers and employed was a necessity for the future

prosperity of the carpet industry, no less than for other

trades, and that this could best be brought about by
an organisation as fully representative of the employers

as the Affiliation of Carpet Trade Unions was of the

employees.

At the beginning of 1918 a scheme was put forward

by the late Sir Charles Bine Renshaw for the formation

of a British Carpet Manufacturers' Association for the

whole trade, composed of delegates from three District

Associations, representing the Scottish, North of England,

and Kidderminster Area Carpet Manufacturers respec-

tively. The object of these Associations was the pro-

tection of the general interests of the trade, and in

particular the settlement of questions of wages and

employment in co-operation with accredited represen-

tatives of Carpet Trade Unions. The Scottish Manu-
facturers were the first to form their District Association,

but were followed in due course by those of the other

two areas.

The Trade Unions of the carpet industry were naturally

local in origin. The Midland branch was founded in

1866, under the title " The Kidderminster and Stourport
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United Brussels Power Loom Carpet Weavers' Friendly

Society/' In 1868, the name was altered to " The
Power Loom Carpet Weavers' Mutual Defence and
Provident Association," though generally spoken of as

the Carpet Weavers' Association; and this title held

good until 1917, when the textile workers, both male

and female, were admitted to membership, and the

name was finally altered to " The Power Loom Carpet

Weavers' and Textile Workers' Association."

The original headquarters of the Society was the

Vine Inn, Horsefair; but in 1870 a room was rented

from the Workmen's Club, at 28 Church Street, where

the business was carried on up to 1887. In this year

the Association was transferred to 105 Mill Street,

where it has remained until its recent move next door,

to No. 106.

Although the original raison d'etre of the organisation

was that of a Trade Defence Association, it very soon

took up what is known as Friendly Society work ; for

as early as 1867 accident and funeral benefits were

being paid; sick pay was commenced in 1868; and in

1877 it was decided to use funds for superannuation

claims. It is interesting to record that at the beginning

of 1919 there were 52 members on the superannuation

list, including some of the men who helped to found

the Association, such as Noah Cooke (85), Thomas
Thatcher (95), B. Barber, and several others now well

advanced in years.

The Association has gradually extended the scope of

its benefits to members until we find that, for the year

ending December, 1917, out of an income of £1,717 0s. 8d.

no less than £1,391 19s. lOd. was disbursed in Friendly

Society benefits, subscriptions, and donations.

The following figures, showing the total amounts
paid out for benefits to the sick and disabled, for
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superannuation, and for funerals, will convey some
idea of the great extent of the activity of the Society

in this direction since its formation

—

I s. d.

Sick Pay . . . 26,638 18 1

Superannuation . . . 17,223 9
Funerals .... 8,558 17 2

In addition to these amounts, various sums have

been applied to other useful purposes. For instance,

in the year 1897, £221 was spent in assisting members
who were unemployed, and in succeeding years several

smaller amounts have been spent in the same way.

Over £130 was distributed in 1906 to members who wished

to emigrate, and later about £100 for the same purpose.

Thanks to the good relations which have subsisted

between employers and employed, and which it is to be

hoped will continue, the amount spent in trade disputes

has been very small.

During the most flourishing days of the Brussels and
Wilton trade, the actual number of members on the

books reached 1,600. This gradually fell to 800,

including superannuated members, in the early part

of 1917. In that year, however, the rules were altered

to admit the textile workers to membership; and the

number on the books at the beginning of 1919 was
rather over 3,000.

The Association has a long and honourable record to

look back upon. It has played a useful part in the

industrial life of the community, it has treated its

members well, and has earned the respect of the manu-
facturers. No doubt, under the new conditions, it will

do no less well in the future.

The Northern Counties Carpet Trades Association was
established in 1892 by a few enthusiasts at Halifax,

under the title of " The Halifax Brussels Carpet Weavers'
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Association." Membership was confined to those work-

ing as Jacquard weavers until June, 1904, when the

name was changed to " The Northern Counties Power
Loom Weavers' Association," making it possible to

accept as members all power-loom weavers. A further

alteration was made in the title and constitution in

1913, when the Association was registered under its

present name, since when it has accepted as members
any person engaged in the industry. The Association

has branches at Halifax, Sowerby Bridge, Heckmond-
wike, Rochdale, and Manchester, with a membership

of approximately 1,200. Up to the end of 1918 the

Association has disbursed in provident benefits the

following amounts

—

£ s. d.

Death . . 236
Plaving for Work
Out of Work

3,887 17 3

456 18 2

246 9
260 18 4
266 3

Grants
Emigration Grants
Sick Pay

Payment of sick pay was discontinued when the

National Health Insurance Act came into force.

Previous to 1874, the interests of the workers in the

carpet trade in Scotland were vested in a more or less

irregular form of a Trade Union, whose activities were
mainly directed by the workers in Glasgow; but with

the development of the Trade Union movement in the

seventies, several efforts were made by a few enthusiasts

to form a regular society. After many futile attempts

in this direction, a conference was ultimately held in

the St. Mungo Hotel, Glasgow, on 7th March, 1874,

when the following attended as representatives of their

respective districts—
Bonnyrigg.—Mr. John Craig.

Glasgow.—Messrs. John Mitchell, Robert Logan,.

Thomas Ramsay.
8a—(1461b)
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Glenpatrick (Elderslie).—Messrs. John Miller, James
McLellan.

Paisley.—Messrs. James McNaughton, William

Findlay.

Roslin (Mid-Lothian).—Mr. James Armour.
Kilmarnock.—-Mr. James Young.

Mr. William Findlay, of Paisley, was called to preside

over the conference; and Mr. Thomas Ramsay, of

Glasgow, was appointed Secretary. After the various

representatives had expressed their opinions for and
against the formation of a Union on progressive lines,

it was ultimately agreed that a Protective and Provident

Union be formed, and that members be given the option

of joining either for Trade Protection and Sick and
Funeral Benefit, or for Trade Protection only, by paying

the weekly contribution of 4d. or 2d. per week respec-

tively. It was further decided at this conference that

the first Executive Committee be composed of six

members from Glasgow, and one each from Paisley and
Glenpatrick. Thus we have the origin of the present
" Scotch Power Looms Carpet Trade Protective and

Provident Association."

According to the constitution of the Association as it

then existed, the Executive Committee had the power

to appoint its own officials; and on 9th March, 1874,

Mr. Robert Logan and Mr. Thomas Ramsay, both of

the Glasgow Branch, were elected President and

Secretary respectively.

At a meeting held on 19th April, 1874, the Secretary

intimated that the organisation was proceeding very

satisfactorily. Up to this date, 102 members had
joined for the full benefits and 83 for trade benefits;

Bonnyrigg being the only branch which had not

responded to the call for organisation.

In February, 1875, a joint conference with the
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English workers was held in Halifax, for the dual

purpose of soliciting assistance for the Glenpatrick

workers, who were then on strike, and with a view

to a thorough organisation of the whole of the workers

in the trade. Some good financial assistance was

obtained, but the organisation was not as successful

as might have been expected, although Kidderminster

placed their experience at the disposal of all the workers,

The next few years were taken up in purely local

affairs; and in February, 1881, the question of an uni-

form price list for Tapestry weaving and tying-in was dis-

cussed; and a draft scheme was submitted to a meeting

of delegates. However, as complete agreement among
the workers could not be obtained, the efforts in this

direction did not materialise.

From 1894 onwards, the Association realised the

necessity of a more powerful organisation and sufficient

funds to support the members; and strong recommenda-
tions were repeatedly put forwrard by the Executive

for increased contributions; but owing to apparent

apathy on the part of members, these recommendations

were not taken up with the zeal necessary for their

success.

At the Annual Delegates' Meeting held in May, 1895,

the question of replenishing the funds of the Association,

which had been greatly depleted, was discussed; and it

was ultimately decided to raise the contributions from

4d. to 6d. per week. As a result of this increase, two
of the branches in the East of Scotland seceded.

In July, 1895, the question of amalgamating with the

Kidderminster Association was again discussed; but

again no definite steps were taken.

In 1897 an effort was made by the East shops (Bonny-

rigg, Eskbank, and Roslin) to form a local union. This

was partially established, but in June, 1904, a lock-out
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took place in the district on the question of shift working;

and the local union, not being able to deal with the

matter, appealed to the Executive of this Association

for assistance, which was granted. The Executive

opened negotiations with the films concerned, and after

a few weeks duration, a satisfactory agreement was
arrived at, with the result that the local union was
dissolved, and the members agreed to join the original

Association. In March, 1895, the membership of the

Association was returned at 397.

A special conference was held in Glasgow on 30th

September, 1905, with the object of endeavouring to

get the employers to return to the rates for tying

beams which were reduced, in 1886. A scheme was
ultimately drawn up and submitted to the employers

in 1906; but negotiations proved unproductive.

In 1905, the Glenpatrick branch, which had seceded

in 1875 after their unsuccessful strike, rejoined the

Association, some 72 weavers becoming members. In

March, 1906, the membership of the Association was

returned at 462.

In May, 1906, a dispute arose in the Charleston

(Paisley) branch on the question of the weaving rate

for a new fabric, which lasted about four months.

In 1907 the Association became affiliated to the

General Federation of Trade Unions with a view to

strengthening the reserve funds of the Association.

In 1907 and 1908, a further effort was made to bring

about an affiliation of the English and Scotch Carpet

Trade Unions; and on this occasion a constitution was
drawn up, but at the last moment, when all seemed

shaping well for the formation of a Federation, the

matter again dropped.

In 191 1 , after prolonged negotiations with the Tapestry

manufacturers, a new scheme for payment for weaving
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was drawn up on a proportionate basis, which was

considered, at least so far as Scotland was concerned,

to be a great step towards uniformity of rates. The
workers' interests in the drawing up of this scheme were

very capably handled by Messrs. Rough, Robertson, and

Howie. After the establishment of this scheme, things

went on smoothly until August, 1914, when the outbreak

of war put the organisation, in common with many
others, into a condition of suspense. The Geneial

Secretary was called to the Colours; and a large propor-

tion of the younger members answered the call to arms.

Thanks, however, to careful and judicious handling, the

Association ultimately overcame all difficulties; and not

only was the Association preserved, but that which

was almost despaired of, and which was the dream of

the pioneers of the movement, was also achieved:

namely, the complete organisation of all carpet workers

in the Brussels, Wilton, and Tapestry carpet trade of

Scotland. By the end of 1918, the membership of the

Association, in spite of the great depletion in the ranks

of the workers caused by the war, had increased to 1,200.

Since 1914 the Executive was successful in obtaining

the adoption of a new scheme for payment for tying-in

beams, replacing the one w7hich was abolished in 1886,

and giving satisfaction to all workers in the Tapestry

trade.

The progress and development of the Scotch Associa-

tion during the past few years, and the successful

amalgamation with the English Associations, has been

largely due to the tact and energy of the President,

Mr. Thomas Lindsay, of Paisley.

The Kidderminster, Northern Counties, and Scottish

Associations were amalgamated in November, 1917,

under the title of " The National Affiliation of Carpet

Trade Unions." The objects of the affiliation were the
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maintenance of uniform rates, the regulation of the

supply of hands and hours of work, and generally the

regulation of the relations of employers and employed

in the trade.

The constitution is simple, the control of the Affiliation

being vested in the hands of an Affiliation Board,

composed of three representatives from each Association.

The Board appoints a President, Secretary, and
Treasurer, each Association being entitled to one

official.

During the spring and early summer of 1919 negoti-

ations had been proceeding between the Employers,

the Trade Unions' representatives, and the Ministry

of Labour for the formation of a Joint Industrial Council

for the Carpet Trade; and the inaugural meeting of this

body was held under the auspices of Mr. John Hodge,

M.P., on 18th July. It was composed as follows

—

EMPLOYERS' SIDE
Kidderminster and District Manufacturers' Association . 5
Northern Counties' Manufacturers' Association ... 5

Scottish Manufacturers' Association 4

14

EMPLOYEES' SIDE
National Affiliation of Carpet Trade Unions . . .10
General Union of Textile Workers 2

The Amalgamated Society of Gas, Municipal, and General
Workers 1

Workers' Union 1

14

Mr. Herbert Smith, of Kidderminster (Employers),

was elected Chairman, and Mr. Thomas Lindsay, of

Paisley (Employees), Vice-Chairman.



CHAPTER XIV

CONCLUSION

It may be of interest to consider briefly the prospects

of the industry.

The Carpet Trade is in several respects a peculiar one.

Its principal raw materials, wool, cotton, and jute, are

of such outstanding importance to more essential

industries, that their supply and their price are con-

ditioned by the latter; so that the Carpet Trade has to

accommodate itself to a market which is not controlled

to any extent by its own needs. It is not a large

industry; but it employs a number of operatives in whom
a high degree of technical skill is required in a great

variety of branches; and it utilises a considerable

quantity of ingenious machinery of many kinds. It is,

strictly speaking, a luxury trade. That is to say, it is

obvious that it is theoretically more possible to exist

in a house with no carpets, than in a house, say, with

no tables and chairs, while a floor covering is perhaps

less of a necessity than wall-paper or curtains. Of

course, as a matter of fact, the line is not drawn sharply

between carpets and other articles of furnishing. A
person who is furnishing a house, if he can afford curtains

can probably afford carpets, though he may, indeed,

find his mind divided between his desire to provide his

home with a comfort that is almost a necessity, and
his hesitation to indulge himself in a comfort that may
be regarded as a luxury. Where the practical test of

the trade being a luxury trade comes, is in the matter

of renewals. It is here that the Carpet Industry is

' 119
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sensitive to the periodical changes in commercial pros-

perity, which seem to be inherent in modern civilisation.

Generally speaking, when trade is bad the Carpet Industry

is the first to suffer; and when there is a recovery it is

some time before it feels the benefit. It seems that,

with the first pinch of adversity, the carpet consumer

decides upon a policy of economy that excludes the

purchase of carpets, whatever else rpay or may not be

bought.

Hence arises a period of depression in the carpet

trade, with a decrease of profitable production, and
consequent unemployment; and this in the future, in

the face of higher wages and more keenly realised

responsibilities towards employees, will certainly be an

even more serious matter than it has been in the past.

The matter of the import of foreign goods has been

mentioned in the chapter on Hand-made Carpets; and
all that was said therein as regards the unrestricted

entrance into the British market of Eastern and Con-

tinental productions applies to some extent to their

competition with all makes and grades of carpet. The
home market for carpets is a large one normally, but

it is not capable of indefinite expansion; the consumption

has its limits; and if the market is invaded by foreign

goods, the consumption and the price of the domestic

product will quickly fall with unpleasant if not disastrous

results upon the industry.

The dangers indicated are real ones, serious alike

for Capital and Labour, who, more than ever in the

past, will have to stand or fall together; and they

deserve consideration, as regards the way in which

they may best be met.

As previously indicated, various Associations exist in

the Carpet Trade; but it may be admitted that there is

scope for better organisation as regards consideration
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of matters that affect the Industry as a whole. If it is

to be on a firm foundation, there should be a more

complete recognition of the fact that the interests of

all units of the trade are identical. Further, in any

new scheme of combination the position of Labour

will have to be recognised, and its co-operation cordially

welcomed. Some such scheme as is outlined in the

well-known Whitley Report, though it is by no means

free from difficulties, may materialise, possibly in a

modified form. The principle at any rate is a good

one; and carpet manufacturers have had no cause to

complain of their relations with their employees^ (nor

vice versa) in the past, nor any cause for doubting a

reasonable attitude on the part of Trade Unions in the

future. No reasonable employers in the Carpet Trade

will begrudge their employees a fair remuneration for

their work, nor improved conditions of working. Nor,

on the other hand, will they be sorry to admit Trade

Union representatives to a share in dealing with general

trade problems. It seems manifestly right, for instance,

that men no less than masters should consider how the

Industry is affected by tariff questions, or how high

wages or reduced working hours may be made compatible

with the maintenance of the export trade.

Apart from this, it remains to be seen whether the

manufacturers themselves can devise any satisfactory

scheme for protecting their own interests and those of

the Industry generally. All are pretty well agreed as

to the desirability of closer and more efficient com-

bination: differences of opinion exist as to the best

methods by which this may be achieved.
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GOLD BONE ACCOUNTS AND COSTING. A Practical Manual for Officials,

Accountants, Book-keepers, Etc. By G. W. Tait. In demy 8vo, cloth gilt,

93 PP- . Net 6/-
COMPANY ACCOUNTS. A complete, practical Manual for the use of officials in

Limited Companies and advanced students. By Arthur Coles, F.C.I.S. In

demv Svo, cloth gilt, 356 pp. Second Edition ..... Net 7/6
THE ACCOUNTS OF EXECUTORS, ADMINISTRATORS AND TRUSTEES. By

William B. Phillips, A.C.A. (Hons. Inter, and Final), A.C.I.S. In demy 8vo,

cloth gilt, 152 pp. . Net 5/-

RAILWAY ACCOUNTS AND FINANCE. The Railway Companies (Accounts and
Returns) Act, 191 1. By Allen E. Newhook, A.K.C. In demy 8vo, cloth gilt,

148 pp Net 5/-

THE FARMER'S ACCOUNT BOOK. Compiled by W. G. Dowsley, B.A. A Simple
and concise System of Account Keeping specially adapted to the requirements
of Farmers. Size, 15$ in. by 9

1 in., half leather, 106 pp., with interleaved

blotting paper Net 7/8

THE PERSONAL ACCOUNT BOOK. By the same Author. Size, 15} in. by 9
1 in.,

half leather, 106 pp., with interleaved blotting paper .... Net 8/6

BUSINESS TRAINING, COPY BOOKS, ETC.
COMMERCIAL READER (Junior Book). Our Food Supplies. By F. W. Chambers.

With over 70 illustrations, 240 pp. 1/9
COMMERCIAL READER (Intermediate Book). Our Manufacturing Industries. In

crown 8vo, cloth, 240 pp. Over 150 illustrations ...... 2/-
COMMERCIAL READER (Senior Book). An introduction to Modern Commerce.

Contains over 160 black and white illustrations. In crown 8vo, cloth, 272 pp. . 2/6
OFFICE ROUTINE FOR BOYS AND GIRLS. In three stages. Each in crown 8vo,

64 pp. Each 8d.
FIRST STEPS IN BUSINESS TRAINING. By V. E. Collinge, A.C.I.S. In crown

8vo, limp cloth, 80 pp. . ....... Net 1/-
COUNTTNG-HOUSE ROUTINE. 1st Year's Course. By Vincent E. Collinge,

AX.I.S. In crown 8vo, cloth, with illustrations, maps, and facsimile commercial
forms, 162 pp. . Net 1/3

COUNTING-HOUSE ROUTINE. 2nd Year's Course. By Vincent E. Collinge,
A.C.I.S. In crown 8vo, cloth, with illustrations, maps and facsimile commercial
forms, 188 pp. Net 1/9

THE PRINCIPLES OF BUSINESS. By James Stephenson, M.A., M.Com., B.Sc.
Part 1. In crown 8vo, cloth, 217 pp. Net 2/8
Part 2. In crown 8vo, cloth, 320 pp. ...... Net 2/6

MANUAL OF BUSINESS TRAINING. Contains 66 maps and facsimiles. Eighth
Edition, thoroughly revised and considerably enlarged. In crown Svo, cloth,

302 pp. . . 3/6
THE PRINCIPLES AND PRACTICE OF COMMERCE. By James Stephenson, M.A.,

M.Com., B.Sc. In demy 8vo, cloth gilt, 648 pp., with many illustrations,
diagrams, etc. Net 7/6

COMMERCIAL PRACTICE. By Alfred Schofield. In crown 8vo, cloth,

296 pp. . . Net 3/6
THE THEORY AND PRACTICE OF COMMERCE. Being a Complete Guide to

Methods and Machinery of Business. Edited by F. Heelis, F.C.I.S., Assisted
by Specialist Contributors. In demy 8vo, cloth gilt, 620 pp., with many facsimile
terms Net 8/-
Also in 2 vols., each Net 3/-

HOW TO TEACH BUSINESS TRAINING. By F. Heelis, F.C.I.S. In crown 8vo,
160 pp. Net 2/6

QUESTIONS IN BUSINESS TRAINING. By F. Heelis, F.C.I.S. In crown 8vo,
cloth, 108 pp Net 1/1
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ANSWERS TO QUESTIONS IN BUSINESS TRAINING. By the same Author. In
crown 8vo, cloth, about 160 pp. ........ Net 2tf-

A COURSE IN BUSINESS TRAINING. By G. K. Bucknall, A.C.I.S. In crown
Svo, 192 pp 2/6

FACSIMILE COMMERCIAL FORMS. New, Revised, and Enlarged Edition. Thirty-
five separate forms in envelope ........ Net 1/-
Forms separatelv, per doz. Net 4d.

EXERCISE BOOK OF FACSIMILE COMMERCIAL FORMS. In large post 4to, 32 pp. 6d.

FACSIMILE COMPANY FORMS. Thirty-four separate forms in envelope . Net 1/3
Forms separatelv, par doz. ........ Net 6<L

"NEW ERA" BUSINESS COPY BOOKS. By F. Heelis, F.C.I.S. Civil Service
Style. In three books, Junior, Intermediate, and Senior. Each in stout paper
covers, large post 4to, 32 pp. 5d.

BUSINESS TRAINING EXERCISE BOOK. Part 1. By James E. Sladen, M.A.
(Oxon.), F.I.S.A. In large post 4to, 64 pp. ...... Net 8d.

MANUSCRIPT LETTERS AND EXERCISES. In envelope Net 8d.
OFFICE ROUTINE COPY BOOKS, Nos. 1, 2, and 3. Each in large post 4x0, 24 pp. 6d.
COMMERCIAL HANDWRITING AND CORRESPONDENCE. In foolscap 4to,

quarter cloth, 80 pp Net 2/-
BUSINESS HANDWRITING. Seventh Edition, Revised. In crown 8vo, cloth,

84PP. Net 1/6
HOW TO WRITE A GOOD HAND. By B. T. B. Hollings. In crown 8vo, oblong,

56 pp. . . Net 1/-
HANDBOOK FOR COMMERCIAL TEACHERS. By Fred Hall, M.A., B.Com.,

F.C.I.S., etc. In crown 8vo, cloth gilt, 200 pp Net 2/6
THE BUSINESS GIRL'S HANDBOOK. By C. Chisholm, M.A., and D. W. Walton.

Foreword by Sarah Bernhardt. In crown 8vo, cloth, 176 pp. . . Net 1/6
THE BOY'S BOOK OF BUSINESS. By the same Authors. Foreword by Lieut.

-

Gen. Sir R. S. S. Baden-Powell. In crown 8vo, cloth, 176 pp. . . Net 2/-
BUSINESS METHODS AND SECRETARIAL WORK FOR GIRLS AND WOMEN.

By Helen Reynard, M.A., In crown 8vo, cloth, 96 pp. .... Net 1/6
THE JUNIOR WOMAN SECRETARY. By Annie E. Davis, F.Inc.S.T. In

crown 8vo, cloth. 100 pp., with illustrations ...... Net 1/3
CLERKS: THEIR RIGHTS AND OBLIGATIONS. By Edward A. Cope. In

foolscap 8vo, cloth, 160 pp. . . . . . . . . . Net 1/6
GUIDE TO BUSINESS CUSTOMS AND PRACTICE ON THE CONTINENT. By

Emil Davies. In crown 8vo, cloth, 154 pp. ..... Net 2/6
HOW TO GET A SITUATION ABROAD. By Emil Davies. In crown 8vo, cloth,

70 pp. . Net 1/6
THE JUNIOR CORPORATION CLERK. By J. B. Carrington, F.S.A.A. In

crown 8vo, cloth gilt, with illustrations, 136 pp. ..... Net 1/6
POPULAR GUIDE TO JOURNALISM. By A. Kingston. 4th Edition. In crown

8vo, 124 pp., cloth .......... Net 1/6
PRACTICAL JOURNALISM AND NEWSPAPER LAW. By A. Baker, M.J.I., and

E. A. Cope. In crown 8vo, cloth, 180 pp Net 2/6

CIVIL SERVICE
CIVIL SERVICE GUIDE. By A. J. Lawford Jones. In crown 8vo, cloth, 129 pp. Net 1/6
DIGESTING RETURNS INTO SUMMARIES. By A. J. Lawford Jones, of H.M.

Civil Service. In crown 8vo, cloth, 84 pp. ...... Net 2/-
COPYING MANUSCRIPT, ORTHOGRAPHY, HANDWRITING, etc. By the same

Author. Actual Examination Papers only. In foolscap folio, 48 pp. . Net 21-
CIVIL SERVICE HANDWRITING GUIDE AND COPY BOOK. By H. T. Jessop,

B.Sc. In crown 4to, ?2 pp. ......... Net 6d.
CIVIL SERVICE AND COMMERCIAL COPYING FORMS. In crown 8vo, 40 pp. Net 6(L

RULED FORMS FOR USE WITH THE ABOVE. Books I and H. Each foolscap
folio, 40 pp. . . . . . . . . . . . . 8d.

CIVIL SERVICE AND COMMERCIAL LONG AND CROSS TOTS. Two Series, each
in crown 8vo, 48 pp. . ........ Net 6d.

CIVIL SERVICE ARITHMETIC TESTS. By P. J. Varley-Tipton. In crown 8vo,
cloth, 102 pp Net 1/3

CIVIL SERVICE ESSAY WRITING. By W. J. Addis, M.A. In crown 8vo, limn
cloth, 108 pp Net 1/6

STUDIES IN ESSAY WRITING. By V. P. Peacock. In crown 8vo, 64 pp. Paper Net 6d.
Cloth Net 9d.

CIVIL SERVICE PRACTICE IN PRECIS WRITING. Edited by Arthur Reynolds,
M.A. (Oxon.). In crown 8vo, cloth, 2j.o pp. ...... Net 2/6

ELEMENTARY PRECIS WRITING. By Walter Shawcross, B.A. In crown 8vo,
cloth, 80 pp Net 1/3
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GUIDE TO INDEXING AND PRECIS WRITING. By VV. J. Weston, M.A., B.Sc.
(Lond.), and E. Bowker. In crown 8vo, cloth, no pp. . . . Net 2/-

INDEXING AND PRECIS WRITING. By A. J. Law ford Jones. In crown 8vo,
cloth, 14-1 PP

,
. . .Net 1/6

EXERCISES AND ANSWERS IN INDEXING AND PRECIS WRITING. By W. J.
Weston, M.A., B.Sc. (Lond.). In crown 8vo, cloth, 144 pp. . . . Net 1/8

ENGLISH AND COMMERCIAL CORRESPONDENCE
FIRST STEPS IN COMMERCIAL ENGLISH. By W. J. Weston, M.A., B.Sc. (Lond.).

In crown 8vo, limp cloth, 80 pp. . . . . . . . . Net II-
FIRST STEPS IN BUSINESS LETTER WRITING. By Fred Hall, M.A., B.Com.,

F.C.I.S., etc. In crown 8vo, limp cloih, 80 Dp. ..... Net 1/-
GUIDE TO COMMERCIAL CORRESPONDENCE AND BUSINESS COMPOSITION.

By W. J. Weston, M.A., B.Sc. (Lond.). In crown 8vo, cloth, 146 pp.,with many
facsimile commercial documents......... 1/g

MANUAL OF COMMERCIAL ENGLISH. By Walter Shawcross, B.A. Including
Composition and Precis Writing. In crown 8vo, cloth gilt, 234 pp. . . Net 2/6

HOW TO TEACH COMMERCIAL ENGLISH. By Walter Shawcross, B.A. In
crown 8vo, cloth gilt, 160 pp. ........ Net 2/6

COMMERCIAL CORRESPONDENCE AND COMMERCIAL ENGLISH. In crown 8vo,
cloth, 272 pp. ...... 2/6

ENGLISH MERCANTILE CORRESPONDENCE. In crown 8vo, cloth gilt, 260 pp. 3/-
FIRST STEPS IN BUSINESS COMPOSITION. Edited by R. W. Holland, M.A.,

M.Sc, LL.D. In crown 8vo, limp cloth, 80 pp. ..... Net 1/-
ENGLISH COMPOSITION AND CORRESPONDENCE. By J. F. Davis, D.Lit., M.A.,

LL.B. (Lond.). In crown 8vo, cloth, 118 pp. ...... Net 1/6
A GUIDE TO ENGLISH COMPOSITION. By the Rev. J. H. Bacon. 112 pp. Paper 1/-

Cloth 1/6
ENGLISH GRAMMAR. New Edition, Revised and Enlarged by C. D. Punchard,

B.A. (Lond.). In crown 8vo, cloth, 142 pp. . . . . . . Net 1/3
ENGLISH GRAMMAR AND COMPOSITION. By W. J. Weston, M.A., B.Sc.

(Lond.). In crown 8vo, cloth, 320 pp. ....... Net 3 -

SELF-HELP EXERCISES IN ENGLISH (Reform Method). In crown 8vo, cloth,

80 pp Net 1/-
NOTES OF LESSONS ON ENGLISH. In crown 8vo, cloth, 208 pp. . . Net 3/6
PUNCTUATION CHART. Size 7h in. by g% in., mounted on card eyeletted and

strung . Net 2d.
PUNCTUATION AS A MEANS OF EXPRESSION. By A. E. Lovell, M.A. In

crown 8vo, cloth, 80 pp. ......... Net 1/-
PRECIS WRITING )

ESSAY WRITING f ^ee ^IV1L Service, page 4 and above.)

STUDIES IN ELOCUTION. By E. M. Corbould (Mrs. Mark Robinson). With over
100 selections for Reciters and Readers. In crown 8vo, cloth gilt, 270 pp Net 2/6

POCKET DICTIONARY. Royal 32mo, 5 in. by 3 in., cloth gilt, 362 pp. . . Net 1/6
COMMERCIAL DICTIONARY. In foolscap 8vo, paper boards, 192 pp. . . Net 1/-
BOOK OF HOMONYMS. With copious Exercises on Homogeneous, and Homo-

phonous Words and chapters on Compound Hyphenated Words, etc. By B. S.

Barrett. In crown 8vo, cloth, 203 pp. Net 2/-

COMMERCIAL GEOGRAPHY
FIRST STEPS IN COMMERCIAL GEOGRAPHY. By James Stephenson, M.A.,

B.Com. There are 16 maps and diagrams included. In crown 8vo, limp cloth,

80 pp. . Net 1/-
THE WORLD AND ITS COMMERCE. In crown 8vo, cloth, 128 pp., with 34 maps . 1/2
THE ELEMENTS OF COMMERCIAL GEOGRAPHY. By C. H. Grant, M.Sc,

F.R.Met.Soc. In crown 8vo, cloth, 140 pp. ...... Net 1/6
COMMERCIAL GEOGRAPHY OF THE BRITISH ISLES. In crown 8vo, cloth,

150 pp., with 34 coloured maps and plates, three black and white maps, and
other illustrations Net 2/-

COMMERCIAL GEOGRAPHY OF THE BRITISH EMPIRE ABROAD AND
FOREIGN COUNTRIES. In crown 8vo, cloth, 205 pp., with 35 coloured maps
and plates, n black and white maps, and end-paper maps . . . Net 2/-

COMMERCIAL GEOGRAPHY OF THE WORLD. In crown 8vo, cloth, 350 pp., with
about 90 maps and plates Net 3/6
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EXAMINATION NOTES ON COMMERCIAL GEOGRAPHY. By W. P. Rutter,
M.Com. Size 6£ in. by 3^ in. , cloth, 120 pp. ...... Net W6

COMMERCIAL ATLAS OF THE WORLD. In crown 4to, cloth, 128 pp., 58 maps
and explanatory text .......... Net 2/6

ECONOMIC GEOGRAPHY. (See " Economics " below.)

COMMERCIAL HISTORY
THE ELEMENTS OF COMMERCIAL HISTORY. By Fred Hall, M.A., B.Com.,

F.C.I.S. In crown 8vo, cloth, 164 pp Net 1/6
COMMERCIAL HISTORY. By J. R. V. Marchant, M.A. In crown 8vo, cloth

gilt, 272 pp. 3/8
ECONOMIC HISTORY. {See " Economics " below.)

ECONOMICS
THE ELEMENTS OF POLITICAL ECONOMY. By H. Hall, B.A. In crown 8vo,

cloth, 140 pp Net 1/6
GUIDE TO POLITICAL ECONOMY. By F. H. Spencer, D.Sc, LL.B. In crown 8vo,

cloth gilt, 232 pp Net 3/6
OUTLINES OF THE ECONOMIC HISTORY OF ENGLAND : A Study in Social

Development. By H. O. Meredith, M.A., M.Com. In demy 8vo, cloth gilt,

376 pp. Net 6/-
ECONOMIC GEOGRAPHY. By John McFarlane, M.A., M.Com. In demy 8vo,

cloth gilt, 568 pp., 18 illustrations Net 7/8
THE HISTORY AND ECONOMICS OF TRANSPORT. By A. W. Kirkaldy, M.A.,

B.Litt. (Oxford), M.Com. (Birm.), and A. Dudley Evans. In demy 8vo,
cloth gilt, 350 pp Net 7/6

INDUSTRY AND FINANCE; War Expedients and Reconstruction. Edited by
Adam W. Kirkaldy, M.A., B.Litt. In demy 8vo Net 4/6

DICTIONARY OF ECONOMIC AND BANKING TERMS. By VV. J. Weston, M.A.,
B.Sc. (Lond.), and A. Crew, Barrister-at-Law. In crown 8vo, cloth gilt, 150 pp.

Net 2/6
ECONOMICS FOR BUSINESS MEN. By VV. J. Weston, M.A., B.Sc. (Lond.). In

crown 8vo, 130 pp., cloth ......... Net 2/-
THE ECONOMICS OF TELEGRAPHS AND TELEPHONES. By John Lee, M.A.

In crown 8vo, cloth silt, 92 pp. ........ Net 2/6
OUTLINES OF LOCAL GOVERNMENT. By John J. Clarke, F.S.S. In crown

8vo, 83 pp Net 1/-

BANKING AND FINANCE
THE ELEMENTS OF BANKING. BvJ.P.Gandy. In crown 8vo, cloth/140 pp. Net 1/6
BANK ORGANIZATION, MANAGEMENT, AND ACCOUNTS. By J. F. Davis, M.A.,

D.Lit., LL.B. (Lond.) In demy 8vo, cloth gilt, 165 pp., with forms . . Net 5/-
MONEY, EXCHANGE, AND BANKING. In their Practical, Theoretical, and Legal

Aspects. By H. T. Easton, A.I.B. Second Edition, Revised. In demy 8vo,
cloth, 312 pp Net 5/-

PRACTICAL BANKING. By J. F. G. Bagshaw. With Chapters on The Principles
of Currency, by C. F. Hannaford, A.I.B., and Bank Book-keeping, by W. H.
Peard. In demv 8vo, cloth gilt, about 400 pp. .... . Net 6/-

BANKERS' SECURITIES AGAINST ADVANCES. By Lawrence A. Fogg,
Cert. A.I.B. In demy 8vo, cloth gilt, 123 pp Net 5/-

FOREIGN EXCHANGE AND FOREIGN BILLS LN THEORY AND IN PRACTICE. By
W. F . Spalding, Cert. A.I.B. In demy 8vo, cloth gilt, 227 pp. . . Net 6/-

EASTERN EXCHANGE. By W. F. Spalding. In demy 8vo, cloth, 375 pp.,
illustrated Net 12/8

TALKS ON BANKING TO BANK CLERKS. By H. E. Evans. In crown 8vo,
cloth ... Net 2/6

SIMPLE INTEREST TABLES. By William Schooling. In crown 4to, cloth

gilt Net 21/-

INSURANCE
THE ELEMENTS OF INSURANCE. By J. Alfred Eke. In crown 8vo, cloth,

140 pp Net 1/6
INSURANCE. ByT. E. Young, B.A., F.R.A.S. A complete and practical exposition

ior the Stndent and the Business Man. With sections on Workmen's Compensa-
tion Insurance, by W. R. Strong, F.I.A., and The National Insurance Scheme,
by Vyvyan Marr, F.F.A., F.I.A. Third Edition. Revised and Enlarged. In

demy 8vo, cloth gilt, 440 pp Net 7/0
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GUIDE TO LIFE ASSURANCE. By S. G. Leigh, F.I.A. In crown 8vo, cloth gilt,

102 pp .... Net 2/6
INSURANCE OFFICE ORGANIZATION, MANAGEMENT, AND ACCOUNTS. By

T. E. Young, B.A., F.R.A.S., and Richard Masters, A.C.A. Second Edition,
Revised. In demy 8vo, cloth gilt, 146 pp. ...... Net 5/-

GUIDE TO MARINE INSURANCE. By Henry Keate. In crown 8vo, cloth gilt,

203 pp Net 3/8
THE PRINCIPLES OF MARINE LAW. (See p. 11.)

SHIPPING
SHIPPING. By A. Hall and F. Heywood. In crown 8vo, cloth, 136 pp. . Net 1/6
SHIPPING OFFICE ORGANIZATION, MANAGEMENT, AND ACCOUNTS. By

Alfred Calvert. In demy 8vo, cloth gilt, 203 pp. .... Net 6/-

THE EXPORTER'S HANDBOOK AND GLOSSARY. By F. M. Dudeney. With
Foreword by \V. Eglington. In demv 8vo, cloth gilt, 254 pp. . . Net 8/-

CONSULAR REQUIREMENTS FOR EXPORTERS AND SHIPPERS TO ALL PARTS
OF THE WORLD. By J. S. Nowery. In crown 8vo, cloth, 82 pp. . Net 2'6

CASE AND FREIGHT COSTS. The principles of calculation relating to the cost
of, and freight on, sea or commercial cases. By A. \Y. E. Crosfield. In crown
8vo, cloth, 62 pp. _. Net 1 3

HOW TO DO BUSINESS WITH RUSSIA. By C. E. W. Petersson and W. Barnes
Steveni. In demy 8vo, cloth, 200 pp. Net 5/-

SECRETARIAL WORK
COMPANY SECRETARIAL WORK. By E. Martin, F.C.I.S. In crown 8vo,

cloth, 154 PP. • Net 1/6
GUIDE TO COMPANY SECRETARIAL WORK. By O. Oldham, A.C.I.S. In

crown 8vo, cloth gilt, 256 pp. Net 3/6
THE COMPANY SECRETARY'S VADE MECUM. Edited by Philip Tovey, F.C.I.S.

Second Edition , Enlarged and Revised. In foolscap 8vo, cloth, 247 pp. . Net 2/-
CrUIDE FOR THE COMPANY SECRETARY. By Arthur Coles, F.C.I.S. Illus-

trated with 75 facsimile forms. Second Edition, Revised and Enlarged. In
demy 8vo, cloth gilt, 432 pp. Net 6/-

SECRETARY'S HANDBOOK. Edited by Herbert E. Blain. In demy 8vo,
cloth gilt, 168 pp Net 5/-

THE CHAIRMAN'S MANUAL. By Gurdon Palin, of Gray's Inn, Barrister-at-Law,
and Ernest Martin, F.C.I.S. In crown 8vo, cloth gilt, 192 pp. . . Net 3^6

PROSPECTUSES: HOW TO READ AND UNDERSTAND THEM. By Philip
Tovey, F.C.I.S. In demy 8vo, cloth gilt, 109 pp . . . . . Net 2/-

OUTLINES OF TRANSFER PROCEDURE IN CONNECTION WITH STOCKS,
SHARES, AND DEBENTURES OF JOINT STOCK COMPANIES. By F. D.
Head, B.A. (Oxon), of Lincoln's Inn, Bartister-cU-Law. In demy 8vo, cloth
gilt, 112 pp Net 2/6

THE TRANSFER OF STOCKS, SHARES, AND OTHER MARKETABLE SECURI-
TIES. A Manual of the Law and Practice. By F. D. Head, B.A. (Oxon). Second
Edition, Revised and Enlarged. In demy 8vo, cloth gilt, 220 pp. . . Net 5/-

WHAT IS THE VALUE OF A SHARE ? By D. W. Rossiter. In demy 8vo, limp
cloth, 20 pp Net 2/6

HOW TO TAKE MINUTES. Edited by E. Martin, F.C.I.S. Second Edition,
Enlarged and Revised. In demy 8vo, cloth, 126 pp Net 2/8

DICTIONARY OF SECRETARIAL LAW AND PRACTICE. A comprehensive Ency-
clopaedia of information and direction on all matters connected with the work of
a Company Secretary. Fully illustrated with the necessary forms and documents.
With sections on special branches of Secretarial Work. With contributions by
nearly 40 eminent authorities. Edited by Philip Tovey, F.C.I.S. In one vol.',

half leather gilt, 940 pp. Second Edition, Revised and Enlarged . . Net 35/-
FACSTMILE COMPANY FORMS. (See p. 4.)

COMPANY ACCOUNTS. (See p. 3.)

COMPANY LAW. (See p. 11.)

INCOME TAX
PRACTICAL INCOME TAX. A Guide to the Preparation of Income Tax Returns.

Bv \V. E. Shelling. In crown 8vo, cloth, 136 pp. .... Net 2/6
INCOME TAX AND SUPER-TAX PRACTICE. Including a Dictionary of Income

Tax and Specimen returns, showing the effect of recent enactments down to the
Finance Act, 1918, and Decisions in the Courts. By W. E. Snelling. In demy
8vo, cloth gilt, 450 pp Net X2/6



COAL MINES EXCESS PAYMENTS. Guarantee Payments and Levies for Closed Mines,
Deals with the Agreement entered into between the Coal Controller and the
Colliery Owners. By W. E. Swelling. In demy 8vo, cloth gilt, 180 pp. . Net 12/6

INCOME TAX AND SUPER-TAX LAW AND CASES. Including the Finance Act,
1918. With an Analysis of the Schedules, Guide to Income Tax Law, and Notes
on Land Tax. By W. E. Snelling. Third Edition, Revised. In demy 8vo,
cloth gilt, 432 pp .... Net 12/6

EXCESS PROFITS (including Excess Mineral Rights) DUTY, and Levies under the
Munitions of War Acts. Incorporating the Provisions of the Income Tax Acts
made applicable by Statute and by Regulation, also the Regulations of the Com-
missioners of Inland Revenue, and of the Minister of Munitions. By W. E.
Snelling. Fourth Edition, Revised and Enlarged. In demy 8vo, cloth gilt,

422 pp Net 12'6

BUSINESS ORGANIZATION AND MANAGEMENT
OFFICE ORGANIZATION AND MANAGEMENT, INCLUDING SECRETARIAL

WORK. By Lawrence R. Dicksee, M.Com., F.C.A., and H. E. Blain.
Fourth Edition, Revised. In demy 8vo, cloth gilt, 306 pp. . . . Net 7/6

MUNICIPAL OFFICE ORGANIZATION AND MANAGEMENT. A comprehensive
Manual of information and direction on matters connected with the work of
Officials of Municipalities. Edited by W. Bateson, A.C.A., F.S.A.A. With
contributions by eminent authorities on Municipal Work and Practice. In
crown 4to, half leather gilt, with 250 forms, diagrams, etc., 503 pp. . . Net 25/-

COUNTING-HOUSE AND FACTORY ORGANIZATION. By J. Gilmour Williamson.
In demy 8vo, cloth gilt, 182 pp. ........ Net 6/-

SOLICITORS' OFFICE ORGANIZATION, MANAGEMENT, AND ACCOUNTS. By
E. A. Cope, and H. W. H. Robins. In demy 8vo, cloth gilt, 176 pp., with
numerous forms .......... Net 5/-

COLLIERY OFFICE ORGANIZATION AND ACCOUNTS. By J . W. Innes, F.C.A.,
and T. Colin Campbell, F.C.I. In demy 8vo, cloth gilt, 135 pp . . Net 6/-

CLUBS AND THEIR MANAGEMENT. By Francis W. Pixley, F.C.A. Of the

Middle Temple, Barrister-at-Law. In demy 8vo, cloth gilt, 240 pp. . . Net 7/6
DRAPERY BUSINESS ORGANIZATION, MANAGEMENT AND ACCOUNTS. By

J. Ernest Bayley. In demy 8vo, cloth gilt, 302 pp. .... Net 5/-

INDUSTRIAL TRAFFIC MANAGEMENT. By Geo. B. Lissenden. With a
Foreword by C. E. Musgrave. In demy 8vo, cloth gilt, 260 pp. . . Net 7/6

SHIPPING ORGANIZATION, MANAGEMENT AND ACCOUNTS. (See p. 7.)

INSURANCE OFFICE ORGANIZATION, MANAGEMENT AND ACCOUNTS. {See p. 7.)

BANK ORGANIZATION AND MANAGEMENT. (See p. 6.)

STOCKBROKERS' OFFICE ORGANIZATION, MANAGEMENT AND ACCOUNTS.
(See p. 10.)

THE CARD INDEX SYSTEM. Its Principles, Uses, Operation, and Component
Parts. In crown 8vo, cloth, 100 pp. ....... Net 1/6

FILING SYSTEMS. Their Principles and Their Application to Modern Office

Requirements. By E. A. Cope. In crown 8vo, cloth gilt, 200 pp., with
illustrations Net 2/6

A MANUAL OF DUPLICATING. By W. Desborough. In demy 8vo, cloth, 90 pp.
Net 2/-

ADVERTISINQ AND SALESMANSHIP
ADVERTISING. Bv Howard Bridgewater. In crown 8vo, cloth, 120 pp. . Net 1/8
HANDBOOK OF ADVERTISING. By Christopher Jones. In crown 8vo, cloth

gilt, 144 pp. With Illustrations Net 3/8

ADVERTISING AS A BUSINESS FORCE. By P. T. Cherington. In demy 8vo,

cloth gilt, s86 pp Net 7/8

THE PRINCIPLES OF ADVERTISING ARRANGEMENT. By F. A. Parsons.
Size 7 in. by io^ in., cloth, 128 pp., with many illustrations . . Net 6/-

THE NEW BUSINESS. By Harry Tipper. In demy 8vo, cloth gilt, 406 pp. Net 7/6
THE CRAFT OF SILENT SALESMANSHIP. A Guide to Advertisement Construction.

By C. Maxwell Tregurtha and J. W. Frings. Foreword by T. Swinborne
Sheldrake. Size, 6^ in. by 9^ in., cloth, 98 pp., with illustrations . Net 3/6

THE PSYCHOLOGY OF ADVERTISING. By W. Dill Scott, Ph.D. In demy 8vo,

with 67 illustrations Net 8/-

SALESMANSHJP. By W. A. Corbion and G. E. Grimsdale. In crown 8vo, cloth,

186 pp. . Net 2/6

PRACTICAL SALESMANSHIP. By N. C. Fowler, assisted by 29 expert Salesmen,
etc. In crown 8vo, cloth, 337 pp. Net 5/-

COMMERCIAL TRAVELLING. By Albert E. Bull. In crown 8vo, cloth gilt,

170 pp Net 3/6
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BUSINESS HANDBOOKS AND WORKS OF
REFERENCE

COMMERCIAL ENCYCLOPAEDIA AND DICTIONARY OF BUSINESS. Edited
by J. A. Slater, B.A., LL.B. (Lond.). Of the Middle Temple and North-Eastern
Circuit, Barrister-at-Law. Assisted by upwards of 50 specialists as contributors.
A reliable and comprehensive work of reference on all commercial subjects,
specially designed and written for the busy merchant, the commercial student,
and the modern man of affairs. With numerous maps, illustrations, facsimile

business forms and legal documents, diagrams, etc. In 4 vols., large crown 4to
(each about 450 pp.), cloth gilt Net £2
Half leather gilt Net £2 12s. 6d\

COMMERCIAL SELF-EDUCATOR. A comprehensive guide to business specially
designed for commercial students, clerks, and teachers. Edited by Robert W.
Holland, M.A., M.Sc, LL.D. Assisted by upwards of 40 Specialists as con-
tributors. With many maps, illustrations, documents, Diagrams, etc. Complete
in 2 vols., crown 4to

:
cloth gilt, about 900 pp., sprinkled edges . . . Net 18/-

BUSINESS MAN'S GUIDE. Edited by J. A. Slater, B.A., LL.B. Seventh Edition,
Revised. In crown 8vo, cloth, 520 pp Net 5/-

PUBLIC MAN'S GUIDE. Edited by J. A. Slater, B.A., LL.B. (Lond.). A Hand-
book for all who take an interest in questions of the day. In crown 8vo, cloth

LECTURES
4
ON BRITISH' COMMERCE, INCLUDING FINANCE, INSURANCE,

BUSINESS AND INDUSTRY. By the Rt. Hon. Frederick Huth Jackson, G.
Armitage-Smith, M.A., D.Litt., Robert Bruce, C.B., etc. In demy 8vo, cloth
gilt, 295 pp. .... Net 7/6

THE MONEY AND THE STOCK AND SHARE MARKETS. By Emil Davies.
In crown 8vo, cloth, 124 pp. ........ Net 1/6

THE EVOLUTION OF THE MONEY MARKET (1385-1915). An Historical and
Analytical Study of the Rise and Development of Finance as a Centralized, Co-
ordinated Force. By Ellis T. Powell, LL.B. (Lond.), D.Sc. (Econ., Lond.),
Fellow of the Royal Historical Society, the Royal Economic Society, and t)ie

Institute of Journalists ; of the Inner Temple; Barrister-at-Law. In demy 8vo,
cloth gilt. 748 pp. ... ... Net 10/6

THE HISTORY, LAW, AND PRACTICE OF THE STOCK EXCHANGE. By A. P.
Poley, B.A., Barrister-at-Law, and F. H. Carruthers Gould, of the Stock
Exchange. Second Edition, Revised. In demy 8vo, cloth gilt, 348 pp. . Net 6/-

STOCKBROKERS' OFFICE ORGANIZATION, MANAGEMENT AND ACCOUNTS.
Bv J. E. Day. In demy 8vo, cloth gilt, 242 pp. . . . . . Net 7/6

DICTIONARY OF THE WORLD'S COMMERCIAL PRODUCTS. By J. A. Slater,
B.A., LL.B. (Lond.). Second Edition, Revised. In demy 8vo, cloth, 163 pp. . 3/3

TELEGRAPH CIPHERS. A condensed vocabulary of 101,000,000 pronounceable
artificial words, all of ten letters. By A. W. E. Crosfield. Size 12 in. by 12 in.,

cloth . . Net 21/-

DISCOUNT, COMMISSION, AND BROKERAGE TABLES. By Ernest Heavingham.
Size 3 in. by \\ in., cloth, 160 pp Net 1/6

BUSINESS TERMS, PHRASES, AND ABBREVIATIONS. Fourth Edition, Revised
and Enlarged. In crown 8vo, cloth, 280 pp. ..... Net 3/-

MERCANTILE TERMS AND ABBREVIATIONS. Containing over 1,000 terms
and 500 abbreviations used in commerce, with definitions. Size 3 in. by 4f in.,

cloth, 126 pp "

. Net 1/3

TRAMWAY RATING VALUATIONS AND INCOME TAX ASSESSMENTS. Bv
F. A. Mitcheson. In demy 8vo, cloth gilt ..... Net 2/6

THE TRADER'S GUIDE TO COUNTY COURT PROCEDURE. In foolscap 8vo,
cloth, 112 pp. Net 1/6

A COMPLETE GUIDE TO THE IMPROVEMENT OF THE MEMORY. By the late
Rev. J. H. Bacon. In foolscap 8vo, cloth, 118 pp. .... Net 1/6

HOW TO STUDY AND REMEMBER. By B. J. Davies. Third Edition. In
crown 8vo Net 6d.

THE NEW REGISTER-ACCOUNT BOOK. Compiled by H. R. Staniland, P.C.T.,
A.C.T.S. Size 9 in. by 5^ in., 50 pp., specially ruled, qr. cloth . . . Net 3/-

TRADER'S HANDBOOKS. In crown 8vo, cloth, 2 bo pp. . . . Each Net 3/6
Drapery and Drapers' Accounts. By Richard Beynon.
Grocery and Grocers' Accounts. By W. F. Tupman.
Ironmongery and Ironmongers' Accounts. By S. W. Francis.



COMMON COMMODITIES OF COMMERCE
AND INDUSTRIES

Each book in crown 8vo, cloth, with many illustrations, about 130 pp. . Net 2/6
TEA. From Grower to Consumer. By A.Ibbetson.
COFFEE. From Grower to Consumer. By B. B. Keable.
SUGAR, Cane and Beet By Geo. Martineau, C.B.

OILS. Animal, Vegetable, Essential, and Mineral. By C. Ainsworth Mitchell,
B.A., F.I.C.

WHEAT AND ITS PRODUCTS. By Andrew Millar.
RUBBER. Production and Utilisation of the Raw Product. By C. Beadle and

H. P. Stevens, M.A., Ph.D., F.I.C.

IRON AND STEEL. Their Production and Manufacture. By C. Hood.
COPPER. From the Ore to the Metal By H. K. Picard, Assoc. Royal School of

Mines, Mem. Inst, of Min. and Met.
COAL. Its Origin, Method of Working, and Preparation for the Market. By Francis

H. Wilson, M.Inst.M.E.
TIMBER. From the Forest to its Use in Commerce. By W. Bullock.
LEATHER. From the Raw Material to the Finished Product By K. J. Adcock.
COTTON. From the Raw Material to the Finished Product. By R. J. Peake.
SILK. Its Production and Manufacture. By Luther Hooper.
WOOL. From the Raw Material to the Finished Product. By J. A. Hunter.
LINEN. From the Field to the Finished Product. By Alfred S. Moore.
TOBACCO. From Grower to Smoker. By A. E. Tanner.
CLAYS AND CLAY PRODUCTS. By Alfred B. Searle.
PAPER. Its History, Sources, and Production. By H. A. Maddox, Silver Medallist,

Paper-making, iqog.

SOAP. Its Composition, Manufacture, and Properties. By William A. Simmons,
B.Sc. (Lond.), F.C.S.

GLASS AND GLASS MAKING. By P. Marson
GUMS AND RESINS. Their Occurrence, Properties, and Uses. By Ernest J.

Parry, B.Sc, F.I.C, F.C.S.

THE MOTOR INDUSTRY. Bv Horace VVyatt, B.A.
THE BOOT AND SHOE INDUSTRY. By J. S. Harding.
GAS AND GAS MAKING. By W. H. Y. Webber.
FURNITURE. Bv H. E. Binstead.
COAL TAR AND SOME OF ITS PRODUCTS. By A. R. Warnes, F.C.S., A.I.Mech.E.
PETROLEUM. By Albert Lidgett, Editor of the " Petroleum Times."
SALT AND THE SALT INDUSTRY. By A. F. Calvert.

Other volumes in preparation.

LAW
THE ELEMENTS OF COMMERCIAL LAW. By A. H. Douglas, LL.B. (Loud.).

In crown 8vo, cloth, 128 pp. ......... Net 1/6
THE COMMERCIAL LAW OF ENGLAND. By J. A. Slater, B.A., LL.B. (Lond.).

In crown 8vo, cloth, 252 pp. Seventh Edition ..... Net 3/6
THE LAW OF CONTRACT. By R. W. Holland, M.A., M.Sc, LL.D. Of the Middle

Temple, Barrister-at-Law. In foolscap 8vo, cloth, 120 pp. . . . Net 1/6

QUESTIONS AND ANSWERS IN COMMERCIAL LAW. By J. Wells Thatcher,
Barrister-at-Law. In crown 8vo, cloth gilt, 172 pp. .... Net 2/6

EXAMINATION NOTES ON COMMERCIAL LAW. By R. W. Holland, M.A., M.Sc.
LL.D. Cloth, 61 in. by 3* in., 56 pp Net 1/-

ELEMENTARY LAW. By E. A. Cope. In crown 8vo, cloth, 228 pp. . . Net 2/6
LEGAL TERMS, PHRASES, AND ABBREVIATIONS. By E. A. Cope. Third

Edition. In crown 8vo. cloth, 216 pp. ....... Net 3/-
SOLICITOR'S CLERK'S GUIDE. An Introduction to the work of a solicitor's

office; with a chapter on Costs. By the same Author. In crown 8vo, cloth
gilt, 216 pp Net 2/8

CONVEYANCING. By E. A. Cope. In crown 8vo, cloth, 206 pp. . . Net 3/6
WILLS, EXECUTORS, AND TRUSTEES. With a Chapter on Intestacy. By

J. A. Slater, B.A., LL.B. (Lond.). In foolscap 8vo, cloth, 122 pp. . Net 1/6
THE LAW RELATING TO TRADE CUSTOMS, MARKS, SECRETS, RESTRAINTS,

AGENCIES, etc., etc. By Lawrence Duckworth, Barrister-at-Law. In
foolscap 8vo, cloth, 116 pp. Net 1/3

MERCANTILE LAW. By J. A. Slater, B.A., LL.B. (Lond.). In demy 8vo, cloth

gilt, 464 pp. Fourth Edition ........ Net 7/6
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BILLS, CHEQUES, AND NOTES. By J. A. Slater, B.A., LL.B. Third Edition,
In demy 8vo, cloth gilt, 214 pp. ........ Net 6/-

PRENCLPLES OP MARINE LAW. By Lawrence Duckworth. Third Edition,
Revised and Enlarged. In demv 8vo. cloth eilt. 400 Dp. . . . Net 7/6

OUTLINES OF COMPANY LAW. By F. D. Head, B.A. (Oxon.). m demy 8vo,
cloth, 100 pp. ........... Net 2/-

THE STUDENT'S GUIDE TO COMPANY LAW. By R. W. Holland, M.A., M.Sc,
LL.D. In crown 8vo, cloth gilt, 203 pp. Net 2/6

EXAMINATION NOTES ON COMPANY LAW. By R. W. Holland, M.A., M.Sc,
LL.D. Cloth, 6£ in. by 3* in., 56 pp Net 1/-

COMPANLES AND COMPANY LAW. Together with the Companies (Consolidation)

Act, 1908, and the Act of 191 3. By A. C. Connell, LL.B. (Lond.). Second
Edition, Revised. In demy 8vo, cloth gilt, 348 pp. .... Net 6/-

COMPANY CASE LAW. A digest of leading decisions. By F. D. Head, B.A. (Oxon.).
In demy 8vo, cloth gilt, 314 pp. Net 7/6

THE STUDENT'S GUIDE TO RAILWAY LAW. By Arthur E. Chapman, M.A.,
LL.D. (Camb.). In crown 8vo, cloth gilt, 200 pp Net 2/6

RAILWAY (REBATES) CASE LAW. By Geo. B. Lissenden. In demy 8vo,
cloth gilt, 450 pp Net 10/6

THE LAW RELATING TO SECRET COMMISSIONS AND BRIBES (CHRISTMAS
BOXES, GRATUITIES, TIPS. etc.). The Prevention of Corruption Act, 1906.
By Albert Crew, of Gray's lnn

y
and the South- Eastern Circuity Barrister-at- Law.

In demy 8vo, cloth gilt, 198 pp Net 5/-
LNHABITED HOUSE DUTY. By W. E. Snflung. In demy 8vo, cloth gilt, 200 pp.

Net 12/6
THE LAW OF CARRIAGE. By J. E. R. Stephens, B.A., of the Middle Temple,

Barrister-at- Law. In demy 8vo , cloth gilt, 340 pp. .... Net 5/-
THE LAW RELATING TO THE CARRIAGE BY LAND OF PASSENGERS,

ANIMALS, AND GOODS. By S. W. Clarke, of the Middle Temple, Barrister-
at- Law. In demy 8vo, cloth gilt, 350 pp. ..... Net 7/6

THE STUDENT'S GUIDE TO BANKRUPTCY LAW AND WINDING UP OF
COMPANIES. By F. Porter Fausset, B.A., LL.B., Barrister-at- Law. In
crown 8vo, cloth gilt, 196 pp. Net 2/6

BANKRUPTCY, DEEDS OF ARRANGEMENT AND BILLS OF SALE. By W.
Valentine Ball, M.A., and G. Mills, B.A., Barristers-at- Law. Third Edition,
Revised and Enlarged. In demy 8vo, cloth gilt, 364 pp. . . . Net 5/-

FARM LAW. By M. G. Johnson. In demy 8vo, cloth gilt, 160 pp. . Net 3/6
GUIDE TO THE LAW OF LICENSING. The Handbook for all Licence Holders.

By J. Wells Thatcher. In demy 8vo, cloth gilt, 196 pp. . . . Net 5/-
LAW OF REPAIRS AND DILAPIDATIONS. A Handbook for Students and Prac-

titioners. By T. Cato Worsfold, M.A., LL.D. In crown 8vo, cloth gilt,

104 pp. Net 3/6
THE LAW OF EVIDENCE. A Handbook for Students and Practitioners. By

W. Nembhard Hibbert, LL.D. (Lond.), Barrister-at- Law of the Middle Temple.
In crown 8vo, cloth gilt, 144 pp. Second Edition, Revised . . . Net 5/-

THE LAW OF PROCEDURE. A Handbook for Students and Practitioners. By
the same author. In demy 8vo, cloth gilt, 122 pp. . . . . Net 5/-

HANDBOOK OF LOCAL GOVERNMENT LAW. By J. Wells Thatcher. In
large crown 8vo, cloth gilt, 25 pp. Net 3/6

THE LAW RELATING TO THE CHILD : ITS PROTECTION, EDUCATION, AND
EMPLOYMENT. By R. W. Holland, M.A., M.Sc, LL.D. In demy 8vo, cloth
giH, 166 pp Net 5/-

QYCOME TAX AND SUPER-TAX LAW AND CASES. (See p. 8.)

FOREIGN LANGUAGES
FRENCH

A CHILD'S FIRST STEPS IN FRENCH. By A. Vizetelly. An elementary French 1/-
reader with vocabulary. Illustrated. In crown 8vo, limp cloth, 64 pp. .

FRENCH COURSE. Part L In crown 8vo, 120 pp., limp cloth . . Net 1/3
FRENCH COURSE. Part IL (In preparation)

PROGRESSIVE FRENCH GRAMMAR, Complete Edition. By Dr. F. A. Hedgcock.
Net 5/6

(Also in 2 vols. : Part I, 3/6 net ; Part H, 2/6 net)
Key

EASY FRENCH CONVERSATIONAL SENTENCES. In crown 8vo, 32 pp.
ADVANCED FRENCH CONVERSATIONAL EXERCISES. In crown 8vo, 32 pp.
EXAMINATION NOTES ON FRENCH. By F. W. M. Draper, M.A., B. es L.

6$ in. by 3$ in., cloth, 50 pp ,

it

Net 3/6
Net 6d.
Net 6d.
SizeM 1/-



TOURISTS' VADE MECUM OF FRENCH COLLOQUIAL CONVERSATION. Handy
size for the pocket, cloth ......... Net 1/3

FRENCH VOCABULARIES AND IDIOMATIC PHRASES. By E. J. Kealey, B.A.
In crown 8vo, 151 pp. ......... Net 2/-

GRADUATED LESSONS IN COMMERCIAL FRENCH. Bv F. Marsden. In crown
8vo, cloth, 168 pp Net 2/-

FRENCH-ENGLISH AND ENGLISH-FRENCH COMMERCIAL DICTIONARY. Bv
F. W. Smith. In crown 8vo, cloth, 576 pp. ...... Net 7/6

FRENCH RECITER : LE ROI LION ET SES GRANDS VASSAUX. By F. W. M.
Draper, M.A., B. es L. In crown 8vo, limp cloth, 56 pp. . . . Net 8d.

COMMERCIAL FRENCH GRAMMAR. By F. W. M. Draper, M.A., B. es L. In
crown 8vo. cloth gilt, 166 pp. ........ Net 2/6

RAPID METHOD OF SIMPLIFIED FRENCH CONVERSATION. By V. F.
Hibberd. In crown 8vo, cloth, 192 pp. ...... Net 2/-

GRADUATED FRENCH-ENGLISH COMMERCIAL CORRESPONDENCE. By
Maurice Deneve. In crown 8vo, 160 pp. ...... Net 2/-

FRENCH BUSINESS LETTERS. First Series. In crown 4to, 32 pp. . . Net 3d.
FRENCH BUSINESS LETTERS. By A. H. Bernaardt. Second Series. In

crown 8vo, 48 pp. .......... Net 8d.
COMMERCIAL CORRESPONDENCE IN FRENCH. In crown 8vo, cloth, 240 pp. Net 3/6
MERCANTILE CORRESPONDENCE. English-French. In crown Svo, cloth 2S0 pp. Net 2/6
MODELS AND EXERCISES IN COMMERCIAL FRENCH. By E. T. Griffiths, M.A.

In crown 8vo, cloth, 180 pp. ........ Net 2/6
FRENCH COMMERCIAL PHRASES AND ABBREVIATIONS WITH TRANSLATION.

In crown 8vo, 32 pp. ........... 6d.
FRENCH BUSINESS CONVERSATIONS AND INTERVIEWS. In crown 8vo, 80 pp.,

limp cloth Net 2/-
READINGS IN COMMERCIAL FRENCH. With Notes and Translations in English.

In crown 8vo, cloth, 90 pp. ........ Net 1/-
FRENCH COMMERCIAL READER. In crown 8vo, cloth, 208 pp. . . Net 2/6
ENGLISH-FRENCH AND FRENCH-ENGLISH DICTIONARY OF BUSINESS WORDS

AND TERMS. Size 2 in. by 6 in., cloth, rounded corners, 540 pp. . . Net 3/6
VEST POCKET LIST OF ENDINGS OF FRENCH REGULAR AND AUXILIARY

VERBS. With Notes on the Participles and the Infinitive. Size 2f in. by if in.

48 pp Net 2d.

GERMAN
KEY TO GERMAN COURSE. In crown 8vo Net 1/8
PRACTICAL GERMAN GRAMMAR. In crown 8vo, 102 pp. Paper, 1/- ; cloth 1/6
EASY LESSONS IN GERMAN. By J. Bithell, M.A. In crown 8vo, cloth,

116 pp. . . Net 1'3

EASY GERMAN CONVERSATIONAL SENTENCES. In crown 8vo, 32 pp. . Net 8d.

ADVANCED GERMAN CONVERSATIONAL EXERCISES. In crown 8vo, 32 pp. Net 6d.
TOURISTS' VADE MECUM OF GERMAN COLLOQUIAL CONVERSATION. In

crown 8vo, cloth .......... Net 1/3
EXAMINATION NOTES ON GERMAN. By A. Hargreaves, M.A., Ph.D. Cloth,

6£ in by 3I in., 56 pp. Net 1/-

GERMAN EXAMINATION PAPERS WITH MODEL ANSWERS. In crown 8vo,

48pp. . Net 6d.

COMMERCIAL GERMAN GRAMMAR. By J. Bithell, M.A. In crown 8vo, cloth

gilt, 182 pp. . Net 2/6

GERMAN BUSINESS INTERVIEWS, Nos. 1 and 2. Each in crown 8vo, limp cloth.

No. 1, 100 pp. ;
No. 2, 74 PP Net 1/6

ELEMENTARY GERMAN CORRESPONDENCE. By Lewis Marsh, M.A., In
crown 8vo, cloth, 143 pp. . . Net 2/-

COMMERCIAL CORRESPONDENCE IN GERMAN. In crown 8vo, cloth, 240 pp. Net 3/6
MERCANTILE CORRESPONDENCE. English-German. In crown 8vo,, cloth,

250 pp. Net 2/6
GERMAN BUSINESS LETTERS. First Series. In crown 8vo, 48 pp. . . Net 6d.

GERMAN BUSINESS LETTERS. By G. Albers. Second Series. In crown 8vo,

48 PP Net 6d.

GRADUATED GERMAN-ENGLISH COMMERCIAL CORRESPONDENCE. In crown
8vo, cloth Net 3/6

GERMAN COMMERCIAL PHRASES. In crown 8vo, 32 pp Net 6d.

GERMAN COMMERCIAL READER. In crown 8vo, cloth, 208 pp. . . Net 2/6
READINGS IN COMMERCIAL GERMAN. With Notes and Translations in English.

In crown 8vo, cloth, 90 pp. ........ Net 1/-

ENGLISH-GERMAN AND GERMAN-ENGLISH DICTIONARY OF BUSINESS WORDS
AND TERMS. Size 2 in. by 6 in., rounded corners, cloth, 440 pp. . . Net 2/6
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SPANISH
PRACTICAL SPANISH GRAMMAR. In crown 8vo, 108 pp., paper, 1/-; cloth 1/ft

EASY SPANISH CONVERSATIONAL SENTENCES. In crown 8vo, 32 pp. . Net 6d.
ADVANCED SPANISH CONVERSATIONAL EXERCISES. In crown 8vo, 32 pp. Net 6d.

TOURISTS' VADE MECUM OF SPANISH COLLOQUIAL CONVERSATION.
Cloth Net 1/3

EXAMINATION NOTES ON SPANISH. By Alfred Calvert. Cloth, 6Hn. by
3* in., 56 pp Net 1/-

COMMERCIAL SPANISH GRAMMAR. By C. A. Toledano. In crown 8vo, cloth

gilt, 250 pp Net 3/6
Key . Net 2/-

SPANISH VERBS, Regular and Irregular. By G. R. Macdonald. In crown 8vo,
cloth, 180 pp Net 2/6

COMMERCIAL CORRESPONDENCE IN SPANISH. In crown 8vo, cloth, 240 pp. Net 3/6
MANUAL OF SPANISH COMMERCIAL CORRESPONDENCE. By G. R.

Macdonald. In crown 8vo, cloth gilt, ?28 pp. ..... Net 3/6
LESSONS IN SPANISH COMMERCIAL CORRESPONDENCE. By the same Author.

In crown 8vo, cloth, 107 pp. ........ Net 2/-
SPANISH COMMERCIAL READER. By G. R. Macdonald. In crown 8vo, cloth,

178 pp Net 2/6
READINGS IN COMMERCIAL SPANISH. With Notes and Translations in English.

In crown 8vo, cloth, 90 pp. ......... Net 1/-
SPANISH BUSINESS LETTERS. First Series. In crown 8vo, 32 pp. . Net 6d.

SPANISH BUSINESS LETTERS. By E. McConnell. Second Series. In crown 8vo,

48 pp. ... Net 6d.

SPANISH COMMERCIAL PHRASES. With Abbreviations and Translation. In
crown 8vo, 32 pp. .......... Net 6d.

SPANISH BUSINESS CONVERSATIONS AND INTERVIEWS. With Correspondence,
Invoices, etc. In crown 8vo, 90 pp, limp cloth .... Net 2/-

SPANISH-ENGLISH AND ENGLISH-SPANISH COMMERCIAL DICTIONARY. By
G. R. Macdonald. In crown 8vo, cloth gilt. 652 pp. . . . . Net 7/6

ITALIAN
TOURISTS' VADE MECUM OF ITALIAN COLLOQUIAL CONVERSATION.

cloth . Net 1/3
COMMERCIAL ITALIAN GRAMMAR. By Luigi Ricci. In crown 8vo, cloth gilt,

154 pp. . Net 2/6
MERCANTILE CORRESPONDENCE. English-Italian. In crown 8vo, cloth,

250 pp • Net 3/6
ITALIAN BUSINESS LETTERS. By A. Valgimigli. In crown 8vo, 48 pp. . Net 6d.

MISCELLANEOUS
PRACTICAL PORTUGUESE GRAMMAR, By C. A. and A. Toledano. In crown

8vo, cloth, 330 pp. .......... Net 5/-
MERCANTILE CORRESPONDENCE. English-Portuguese. In crown 8vo, cloth,

250 pp. ... Net 3/6
DICTIONARY OF COMMERCIAL CORRESPONDENCE IN ENGLISH, FRENCH,

GERMAN, SPANISH, ITALIAN, PORTUGUESE, AND RUSSIAN. Third
Revised Edition. In demy 8vo, cloth, 718 pp. ..... Net 7/6

THE FOREIGN CORRESPONDENT. By Emil Davies. In crown 8vo, cloth,
80 pp. . Net 1/6

COMMERCIAL TERMS IN FIVE LANGUAGES. Being about 1,900 terms and phrases
used in commerce, with their equivalents in French, German, Spanish, and
Italian. Size 3 in. by 4J in., cloth, 118 pp Net 1/6

PITMAN'S SHORTHAND
All books are in foolscap 8vo size unless otherwise stated.

INSTRUCTION BOOKS
Centenary Editions.

PITMAN 'S SHORTHAND TEACHER. An elementary work suited for self-instruction
or class teaching ........... 8d

KEY TO "PITMAN'S SHORTHAND TEACHER " 8d.
PITMAN'S SHORTHAND EXERCISES 2d.
PITMAN'S SHORTHAND PRIMERS. In three Books : Elementary, Intermediate,

and Advanced Each, 8d. Keys, each 8d.
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PITMAN'S SHORTHAND READING LESSONS. Nos. i, 2 and 3 . . .Each 8d.
KEYS TO " PITMAN'S SHORTHAND READING LESSONS," Nos, 1, 2, and 3 Each 3d.
PITMAN'S SHORTHAND COPY BOOKS. Nos. 1, 2, 3, and 4. An entirely new

series covering the theorv of the system. Foolscap 4to (8 J in. by 6\ in.) . Each 64.
PITMAN'S SHORTHAND DRILL EXERCISES. Oblong 8d.
COMPEND OF PITMAN'S SHORTHAND 2d.
PITMAN'S SHORTHAND INSTRUCTOR. Comnlete Instruction in the System. Cloth 4/-

Key. 1/6 ; cloth 2/-
THE CENTENARY CHANGES IN PITMAN'S SHORTHAND. In crown 8vo . Id.
SUMMARIES FROM "PITMAN'S SHORTHAND INSTRUCTOR." Size, 2$ in.

by 4 in. 3d.
PITMAN'S SHORTHAND MANUAL. Contains instruction in the Intermediate Style,

with 100 Exercises 2/-
Cloth 2/6
Key 8d.

PITMAN 'S SHORTHAND GRADUS. Writing Exercises in ordinary print for Manual 3d.
PITMAN'S SHORTHAND REPORTER. Containing instruction in the Advanced

Style : with 52 Exercises 2/6
Cloth 3/-
Key &L

REPORTING EXERCISES. Exercises on all the rules and contracted words. In
ordinarv print, counted for dictation . . . . . . 6d. ; Key 1/-

PITMAN'S SHORTHAND CATECHISM. In crown 8vo 1/6
PITMAN'S SHORTHAND WRITING EXERCISES AND EXAMINATION TESTS. In

crown 8vo, paper boards .......... 2/-
Key 3/6

EXAMINATION NOTES ON PITMAN'S SHORTHAND. By H. W. B. Wilson. 8 in.

by 3f in., cloth 1/6
GRADED SHORTHAND READINGS.

Elementary, with Key. In crown 8vo, oblong 6d.
Intermediate, with Key. In crown 8vo, oblong 8d.
Second Series 8<L
Advanced, with Key. In crown 8vo, oblong 8d.

GRADUATED TESTS IN PITMAN'S SHORTHAND. Illustrating all the rules in the
Intermediate Style. In note-book form, post 8vo (6£ in. bv 4^ in.), with ruled
paper . . ....... ML

PROGRESSIVE STUDIES IN PITMAN'S SHORTHAND 1/-
TALKS WITH SHORTHAND STUDENTS. Bv James Hynes . . . . 1/-
CHATS ABOUT PITMAN'S SHORTHAND. By George Bletcher 1/-
LECTURETTES ON PITMAN'S SHORTHAND. Bv J. Hynes 1/-
PITMAN'S SHORTHAND RAPID COURSE. A Series of Twenty Simple Lessons

covering the whole of the system and specially adapted for business purposes. In
crown 8vo Cloth 2/6

Key 2/-
With Additional Exercises 4/-

PFTMAN'S SHORTHAND RAPID COURSE, ADDITIONAL EXERCISES ON 8d.

READING EXERCISES ON THE RAPID COURSE (In Shorthand), crown 8v->, 62 pp. 1/-

PITMAN'S SHORTHAND COMMERCIAL COURSE. Specially adapted for com-
mercial students Cloth 4/-

Key, 2/- ; Additional Exercises 1/-
PITMAN'S EXERCISES IN BUSINESS SHORTHAND. Bv A. Benjamin, I.P.S.

(Hons.), F.C.Sp.T li-

GRAMMALOGUES AND CONTRACTIONS
GRAMMALOGUES AND CONTRACTIONS. For use in classes .... 2d.

VEST POCKET LIST OF GRAMMALOGUES AND CONTRACTIONS OF PITMAN'S
SHORTHAND. 2| in. bv if in., limp cloth 2d.

EXERCISES ON THE GRAMMALOGUES AND CONTRACTIONS OF PITMAN'S
SHORTHAND. By J. F. C. Grow. In Shorthand, with Key. In crown 8vo,
limp cloth ............ 6d*

HOW TO PRACTISE AND MEMORIZE THE GRAMMALOGUES OF PITMAN'S
SHORTHAND. Compiled by D. J. George. Size 7$ in. by 5 in. . . . 4d.

SHORTHAND DICTIONARIES
PITMAN 'S ENGLISH AND SHORTHAND DICTIONARY. In crown 8vo, cloth, 820 pp. 7/6
PITMAN'S SHORTHAND DICTIONARY. Crown 8vo (7* in. by 5 ± in.), 378 pp. Cloth 6/-

PITMAN 'S POCKET SHORTHAND DICTIONARY. Royal 32mo ( 3£ in. by 4* in.). Cloth 1/6

PITMAN'S REPORTER'S ASSISTANT. In crown 8vo, cloth .... 3/6
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SHORTHAND PHRASE BOOKS, ETC.
PHONOGRAPHIC PHRASE BOOK 1/6 ; Cloth 2/-

SHORTHAND WRITERS' PHRASE BOOKS AND GUIDES. Each in foolscap 8vo,

Cloth Net 2/-

Electrical and Engineering, Railway, Estate Agents, etc., Printing and Publishing,

Insurance, Banking, Stockbroking and Financial, Commercial, Legal, Municipal,

Iron and Steel Trades. Civil Engineering, Naval and Military, Chemical and Drug.
Others in preparation.

MEDICAL REPORTING IN PITMAN'S SHORTHAND. By H. Dickinson. With
an Introduction and Lists of Phraseograms, Outlines, and Abbreviations. In

crown 8vo, cloth .......... Net 3/-

SHORTHAND CLERK'S GUIDE. By Vincent E. Collinge, A.C.I.S. In crown 8vo,
cloth 1/6

DICTATION AND SPEED PRACTICE BOOKS
SPECIALISED CORRESPONDENCE BOOKS. (1) The Chemical Trade. (2) The

Paper Trade. (3) The Building Trade. In ordinary print . . . Each 6d.
GRADUATED DICTATION BOOKS. (1) Political Speeches. (2) Sermons. In

ordinary print. In crown 8vo. ........ Each 4d.

STUDENT'S PRACTICE BOOK. In cr. 8vo, 241 pp 2/-

GRADUATED DICTATION BOOKS. (New Series) I and II. . - . Each 6d.
GRADUATED COMMERCIAL LETTERS FOR DICTATION. 8* in. by 6 in. . 8d.
REPORTING PRACTICE. In crown 8vo, cloth 2/6
PROGRESSIVE DICTATOR. Third Edition. In crown 8vo, cloth . . .2/6
SHORTHAND CANDIDATE'S DICTATION EXERCISES. In crown 8vo, cloth . 1/-
COMMERCIAL DICTATION AND TYPEWRITING 1/-

SPEED TESTS AND GUIDE TO RAPID WRITING IN SHORTHAND. In crown 8vo,
cloth 2/-

FIVE MINUTE SPEED TESTS. With Introduction on Acquisition of Speed by
P. P. Jackson. In crown 8vo, cloth ........ 2/-

CUMULATIVE SPELLER AND SHORTHAND VOCABULARY. By Charles E. Smith.
In crown 8vo, paper boards ......... 2/-

POCKET DICTATION BOOKS, Nos. 1, 2, 3, and 4. 2* in. by 3 | in. . . Each 2d.
SPEED TRAINING IN PITMAN'S SHORTHAND. By T. F. Marriner 6d.

ACQUISITION OF SPEED IN SHORTHAND. By E. A. Cope. In ordinary print.

In crown 8vo ............ 8d.

BROWN'S SHORT-CUTS IN SHORTHAND. By George Brown, F.I.P.S. In

crown 8vo.............. 1/-

THE STENOGRAPHIC EXPERT. By VV. B. Bottome and W. F. Smart. In demy
8vo, cloth Net 5/-

SHORTHAND COMMERCIAL LETTER-WRITER. Advanced Style . 1/- ; Key 6d.

OFFICE WORK IN SHORTHAND. Specimens of Legal and other Professional
Work commonly dictated to Shorthand clerks, in the Advanced Style 1/3 ; Key 6d.

COMMERCIAL CORRESPONDENCE IN SHORTHAND. In crown 8vo, cloth 2/6
BUSINESS CORRESPONDENCE IN SHORTHAND. In the Advanced Stvle. 1/3 ; Key 8d.
TRADE CORRESPONDENCE IN SHORTHAND. In the Advanced Stvle. 1/3 ; Key 8d.

MISCELLANEOUS CORRESPONDENCE IN PITMAN'S SHORTHAND. First,

Second, and Third Series. Advanced Style, with Keys in ordinary print. Each
in crown 8vo, oblong. Limp cloth 1/3

SHORTHAND READING BOOKS
In the Elementary Style.

AESOP'S FABLES 6d.

EASY READINGS. With Key 8d.

LEARNER'S SHORTHAND READER. Illustrated 8d.

STIRRING TALES 8d.
PERILS OF THE BUSH AND OTHER STORIES 8<L

In the Intermediate Style.

PITMAN'S PHONOGRAPHIC READER, No. 1. With Key 6d.

GULLIVER'S VOYAGE TO LILLIPUT. By Jonathan Swift. With Key. Cloth 2-
SUBMARINE X7 AND OTHER STORIES. Illustrated 1 -

THE VICAR OF WAKEFIELD. Bv Oliver Goldsmith. Illustrated. 2/- ; Cloth 2/6
TALES AND SKETCHES. Bv Washington Irving. With Key. 1/6; Cloth 2 -

TALES OF ADVENTURE. Bv various Authors l/_
THE RUNAWAY AIRSHIP AND OTHER STORIES 13
THE SILVER SHIP OF MEXICO. An abridgment of J. H. Ingraham's Storv

Cloth 1/6
SELECT READINGS, Nos. 1 and 2 Each 6d.

THE BOOK OF PSALMS, Bible Authorised Version. Cloth gilt, red edges . , 3/6
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COMMERCIAL READERS IN SHORTHAND. (V Commercial Institutions. (2)

Commodities. (3 Leaders of Commerce. (4) Gateways of British Commerce.
Each 6d.

In the Advanced Style.

PHONOGRAPHIC READER IL With Key 6<L

A CHRISTMAS CAROL. By Charms Dickens 1/3; Cloth 1/9

TALES FROM DICKENS Cloth 2/-

THE SIGN OF FOUR. By Sir \ ('..nan Dovu .... Cloth 2/-

THE RETURN OF SHERLOCK HOLMES. Vols. I and H. Each, cloth 2/-

AROUND THE WORLD IN EIGHTY DAYS 2/-

SELF-CULTURE. By J. S. Blackie. .1/-; Cloth, 1/6 ; Key 2/6

SELECTIONS FROM AMERICAN AUTHORS. With Key 1/3
THE LEGEND OF SLEEPY HOLLOW. By Washington Irving. With Kev . 8d.

RIP VAN WINKLE. By Washington Irvint.. With Key 6d.

A COURSE IN BUSINESS TRAINING. By G. K. Bu< kn ili . A C.I.S. (Shorthand
Edition), 2SS pp 3/-

BHOBTHAND TEACHERS 5 BOOKS
PITMAN'S SHORTHAND TEACHER'S HANDBOOK. In crown 8vo, cloth . . 1/6

NOTES OF LESSONS ON PITMAN'S SHORTHAND. Size S in. by )| in., cloth . 2/6
PREPARATION FOR A SHORTHAND TEACHER'S EXAMINATION. Size 8 in.

bv ij in., cloth 1/6
A COMMENTARY ON PITMAN'S SHORTHAND. Bv J. \V. Taylor. In foolscap

loth silt, 446 PP. 4/6
THE METHODS OF TEACHING SHORTHAND. By E. J. McNamara, M.A. In

crown 8vo, cloth ........... 2/6
CHART OF THE PHONOGRAPHIC ALPHABET. 22 in. bv 35 in. ... 2d.

Mounted od canvas with rollers and varnished 2/-

CHARTS ON PITMAN'S SHORTHAND. Twenty large Charts (22 in. by 35 in.)

The Set 7 6. Mounted on canvas 15/-
DERIVATIVE AND COMPOUND WORDS IN PITMAN 'S SHORTHAND By H .

W. B.

Wilson. In foolscap 8vo .......... 2/-

HISTORY OF SHORTHAND. By Sir Isaac Pitman. Fourth Edition, Revised.
In crown 8vo, cloth .......... Net 5/-

TYPEWRITING
THE JUNIOR TYPIST. Bv Annie E. Davis. Demv 8vo, cloth . . Net 1/6
NEW COURSE IN TYPEWRITING. By Mrs. Smith Clough. Large post 4T0 . 1/6
PITMAN'S TYPEWRITER MANUAL. Can be used with any machine. Sixth

Edition. Lavgr post 4to, cloth ......... 5/-
PITMAN'S TYPEWRITING EXAMPLES for any machine-

On cards, 48 examples, foolscap folio ....... 3/-
In oblong note-book, for standing by the side of the machine .... 2/-
In note-book form, in covers ......... 2/6

PITMAN'S EXERCISES AND TESTS IN TYPEWRITING. Foolscap folio. Quarter
cloth. Third Edit ion^ revised ......... 3/6

HOW TO TEACH TYPEWRITING. Bv Kate Pickard, B.A. (Lond.). Crown 410.
cloth Net 3/6

PRACTICAL COURSE IN TOUCH TYPEWRITING. By C. E. Smith. English
Edition, revised and enlarged. Size, BJ Ln. by 11 in. .... 2/-

PRACTICAL TOUCH TYPEWRITING CHART. Size, 30 in. by 40 in. . Net 2/6
REMINGTON TYPEWRITER MANUAL. For Nos. 5 and 7, 10 and n. With Exer-

cises and illustrations. Nint h Edition. Large post 4to . . . Net 21-
THE UNDERWOOD TYPEWRITER MANUAL. Bv A. J. Sylvester. Large post 410 2/6
BAR-LOCK TYPEWRITER MANUAL (Group System of Touch Typewriting). By

H. Ftheridge. Large post .|to ....... 2/-
INSTRUCTIONS ON THE REMINGTON (Nos. 7, 8, 10 and 11), YOST (No. 10), and

BARLOCK TYPEWRITERS. Each, demy 8vo ra
MODERN-TYPEWRITING AND MANUAL OF OFFICE PROCEDURE. By A. E.

Morton. 6$ in. bv o\ in., cloth ......... 5/Q
A TYPEWRITING CATECHISM. By Mrs. Smith Clough. In large post 41*0 Net 3/6

PERIODICALS
Complete list post free on application.

PITMAN'S JOURNAL. Subscription, which may begin at any time, 15/2 per annum,
post free. (E^tab. 1842). 24 pp. .... Weekly 3d., by post 4d.

PITMAN'S SHORTHAND WEEKLY. (Estab. 1892.) . Weekly 2d., by post 2id.

fxtnmn's Complete Commercial and Shorthand Catalogues containing full particulars of
mid other important works will be sent post free on application

1 AMI N CORNER, LONDON, l.C.4. AND AT BATH, AffiLBOURNE, Si NEW YORK
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